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ONARCH OFFers MORE than just castings 


Monarch’s Mobilized Facilities represent an un- complete production of commercial products, 
usual type of integrated service... which few offer modern assembly capacity with skilled 
foundries are in a position to offer. These facil- personnel. Monarch can assume assembly opera- 
ities are available for many individual services tions to relieve your production problems or 
which may be completely independent of cast- eliminate multiple sub-contract operations. 
ing requirements. 


Monarch Offers More Than Just Castings...an integ- 
Monarch’s casting production in aluminum per- rated service organization worthy of your consid- 
manent mold, aluminum and certified zinc die cast- 
ings is recognized throughout industry. Monarch 
offers the obvious benefits of this coordinated 


eration on your current defense planning problems. 


service...in one plant, under one management. 


Monarch’s modern trimming and machining 
methods are capable of meeting unusual mass 
production requirements within all specifications 
for quality control. 


Monarch’s unusual finishing facilities, including 


MONARCH ALUMINUM MFG. COMPANY : Detroit Avenue at West 93rd Street, Cleveland 2, Ohio 





The exact die casting here illustrated may not apply to your 
design but it may give you a valuable idea for future use. 


Madison-Kipp has developed a great many insert jobs for 
ordnance and commercial parts that have solved pressing 
problems. 


When you have die casting requirements, please remember 
to write Madison-Kipp at Madison, Wisconsin. 


MADISON-KIPP CORPORATION 


213 WAUBESA STREET, MADISON 10, WIS., U.S.A. 
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COVER—ALMOST EVERY DEGREE OF SURFACE FINISH from rough grinding and 
flash removal to a high burnishing can be obtained on die castings by barrel 
finishing methods. Whether as a pre-plating operation or a final treatment, this 
bulk processing method can be used to advantage for die castings in all alloys. 
High production quantities at low labor cost per unit are characteristic of 
barrel finishing. Complete review of this process as used on die cast parts starts 
on page 39. 
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Liquid Impact Blasting of Die Casting Dies 
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Production Clinic for Finishing Die Castings 37 
(Special review of barrel finishing operations for die castings, including 
a directory of manufacturers of equipment and materials for barrel 
finishing) 
Barrel Finishing Directory 54 
New Products 56 
62 
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You'll want to see this Man 
He can help YOU 
a . 


The Parker representative sells more than just Die Castings . . . he offers to you an engineering 
and design service. He can show you how that difficult part can be produced quickly, economically, 
of exactly the right alloy and strength to meet your exacting requirements. Parker is one of the 
oldest names in Die Castings. The experience and know-how here at Parker is yours for the asking. 
Parker Die Castings have been designed and produced for nearly every industry. We are certain 
that we can help YOU. Call on Parker engineers on your next design problem. 


OLLIE J. BERGER COMPANY, 139 North Clark Street, Room 1415, Chicago 2, 
Ill. Dearborn 2-4954 » O. H. BROXTERMAN & SON, 2174 Buck Street, Cin- 
cinnati,Ohio Cherry 1623» H. R. LaMONTAGNE, P. O. Box 969, 76 Mill Street, 
Springfield, Mass. Phone 6-3642 » J. C. PALMER, P. O. Box 971, Rochester 3, 
N. Y. Monroe 1209 » G. L. PALMER, 97 Spring St., Metuchen, N. J. Phone 
sénd whtn 6-0525 » MR. J. G. HODGSON, 2832 East Grand Blvd., Detroit 11, Michigan 
Trinity 1-9385 » EDWARD F. HIGGINS, JR., 4931 Laclede Avenue, St. Louis 8, 
: Mo. Forest 6541 » LARRY WARD, 1500 LaSalle Avenue, Minneapolis, Minn. » 
YOu think WARREN OLSON, 612 E. Bishop Street, Bellefonte, Pa. Phone 2951 » D. F. 
MARSH, 35 Chestnut St., Girard, Penna. Phone 528R Girard, Pa. 
of Dee Castings 
- = THINK OF 


Parker White -Metal Company » 2153 McKinley Ave., Erie, Penna. 


PARKER 3.2. 
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HELPFUL 


| Ina few words let me take this 
| time to tell you that your maga- 
| zine Die Castings is one of the 
| finest of its kind. I have read it 
many times and always found it 
very interesting each time. 


So at this time I would like to 
ask you to put me on your mail- 
ing list. At the present time I 
am doing quite a bit of work in 
the die casting field, that is, in 
designing dies. I feel that it 
would be helpful to me in many 
ways.—C.R.S. 


HOT FACTS 


We are interested in receiving 
two copies of the following ar- 


* Need die castings? Newton-New Haven ticle published in your magazine 





Die Castings: Hot Facts on a 
has the facilities for the production of zinc and Cold Subject, V. 7, Dec. 1949, 
: ; pg. 17, 53 and 54.—R. G. (Bra- 
aluminum alloy die castings. zil). 

Copies forwarded.—Ed. 
Place your die casting responsibilities with 
FINISHING DIE CASTINGS 


Understand your March, 1951, 
has the equipment, the personnel, the experience issue of “Die Castings” maga- 


and the whole-hearted desire to help. my | zine contains a number of arti- 
cles of interest in connection 
with finishing of die castings. 
Seeiiabaiintthins: Miia this daniel 0 = Would like very much to have a 
booklet on "Dimensioning Die Cast- C1 copy. Please advise system to 
ings.” This is a basic data that every be used.—C.O.H. 

Engineer and Designer should bave. ; There 
Write on your company letterhead 
for your copy. 


Newton-New Haven. Here is an organization that 











has been considerable 
interest in the special March 
issue which was devoted to the 
effect of finish specification on 
product design, with special at- 
tention to the use of substitute 
finishes for war-curtailed ma- 
terials, and also, finishes which 


can be used for militury jobs. 
AY ee) In a future issue, a detailed 
EW HAVE \ study of the types of organic 


finishes available now for sur- 
face coatings on die cast prod- 
ucts will be presented.—Ed. 
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Precision’s Expanded Facilities 
Are Available TO YOU! 


Our facilities for producing quality die-cast- 
ings have been expanded more than 50% since 
the end of World War Il. Add this to our experi- 
ence and know-how in producing defense 
material, and you have the logical source for 
your defense die-castings. 


Call a PRECISION Engineer, Today! 


*Since 1909 the name “PRECISION” has been the 
symbol of highest quality in the die casting industry 


PRECISION CASTINGS CO., Inc.; 
212 Walnut St., Fayetteville, N. Y. 
Syracuse, N. Y. + Cleveland. O. - Kalamazoo, Mich. + Chicago. Ill. 


British Affiliation Wolverhampton Die isting Wolverhampton. England 
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LITERATURE AND 
SERVICES OFFERED 
IN THIS MONTH'S ADS 


NOTE: Circle numbers on the enclosed post 
card to indicate literature, samples or trial 
services you wish to receive 


No. 27. SAMPLES OF TINY DIE CASTINGS 
and bulletins covering production facilities 
are offered by the Gries Reproducer Corp. 
This company specializes in very small zinc 
die castings. 


No. 28. FURNACES FOR MELTING ZINC 
and aluminum alloys are described ‘in |it- 
erature offered by the Stroman Furnace & 
Engineering Co. These furnaces are built 


in both dip-out and: tilt models in capacity 
| ranges from 200 to 14,000 pounds. 


BUDD+READ 


No. 29. PHYSICAL PROPERTIES AND 
COMPOSITIONS of USCO aluminum alloys 
are given on a slide-chart offered by the 
U. S. Reduction Co. By positioning the 


| pointer under the alloy number, the user can 


“.,.and using this mix on each shot 
we got 9 castings before one stuck!” 


i 


Dip blow pipe 
« in Die Slick 


Spray sparingly 
over die cavity face 


Spray on 
2 ejector mechanism 


start every job 
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| read the information in windows provided. 


| No. 30. A CHECK LIST OF STRIPPERS for 
removal of enamels, paints, varnishes or lac- 


| quers is offered by Enthone, Inc. If none of 
| the company’s standard strippers will do a 


Don’t risk getting stuck with “part time” die 
lubricants. Standardize on Die Slick: it works 
all the time. Now used by 78% of all die cast- 
ers, Die Slick is inexpensive; but most impor- 
tant, it saves many times its cost—consistently 
prevents sticking, scoring, and soldering— 
eliminates down time—assures high production 
all along the line. 

Moreover, it assures good surface finish, 
often eliminates plating and finishing prob- | 
lems before they start. It comes in one, five, and 
55 gallon containers—in five grades to suit all | 
requirements. 

Try a week’s supply of Die Slick on your 
most difficult jobs. Simply specify quantity, and 
the type of alloy on which you will use it. If 
you are not completely satisfied, simply return 


the invoice unpaid. 


DIE SLICK 


the industry's standard die lubricant | 


job, the company offers to develop a special 
formula for a customer. 


No. 31. A TECHNICAL REPORT ON BAR- 
REL FINISHING is offered by the Wyandotte 
Chemicals Corp. In addition to a line of 
compounds for barrel finishing, the company 
manufactures a line of industrial cleaners 
and surface treatments. 





No. 32. DETAILS ON MASKING FIXTURES 
for all types of spray painting operations are 
offered by the Conforming Matrix Corp. In- 
formation is also offered on standard and 
specialized spray painting machines incor- 
porating masking fixtures. 


| No. 33. GRINDER-MILLERS manufactured 


by the Precise Products Co., can be attached 
to lathes and other machine tools. They are 
used for grinding, milling, micro-finishing and 
polishing 


No. 34. “ADVANCED BARREL FINISHING” 
is the title of a booklet offered by the Aimco 
Div., Queen Stove Works, Inc. The booklet 
gives details of the Supersheen method of 
controlled barrel deburring, grinding and fin- 
ishing. A copy of the company’s \atest cata- 
log is also available. 


No. 35. FURNACES FOR MELTING DIE 
CASTING ALLOYS, such as tin, lead, zinc 
and aluminum, are illustrated and described 


| in Bulletin C-1A, issued by the Eclipse Fuel 
G. W. SMITH & SONS, INC., 5403 Kemp Road, Dayton 3, Ohio | 


Engineering Co. 
(Continued on Page 8) 
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For Zinc Alloy 

Die Castings 

That Measure Up 

To The Highest Standards 


Consult em ae 2 


i 


‘ 


= 


- 
~~ 


or 
Complex 


Dimensional 


Accuracy 
Improvement of product quality and reduction of 


costs is the aim of all management today. Our castings 
are both competitively priced and outstanding in 
quality, and can help you build a better product for 
less. May we quote on your requirements today? 


Our Engineers 
Are At 
Your Service 


SCHULTZ DIE CASTING COMPANY 


1810 CLINTON STREET © TOLEDO 7, OHIO 
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Trigger-Type 
Control Lever 


Gently Curved 
Appliance Base 


Smooth 3-Piece 
Motor Housing 


en. 


Streamlined 
Gear Housing 








LITERATURE AND SERVICES 


(Continued from Page 6) 





No. 36. “HOW TO DIMENSION PRINTS 
FOR DIE CASTINGS” is the title of a book- 
let offered by the Newton-New Haven Co. 
The booklet gives detailed instructions for 
guidance in dimensioning die casting draw- 
ings. 


No. 37. THE TUMB-L-MATIC PROCESS, a 
wet or dry barrel finishing process, is de- 
scribed in literature available from Tumb-L- 
Matic, Inc. 


No. 38. CASE HISTORIES and other infor- 
mation on backstand belt grinding and fin- 
ishing with 3M equipment is offered in a 
booklet published by the Minnesota Mining 
& Mfg. Co. The booklet also tells about the 
3M survey service for converting present 
equipment. 


No. 39. SAMPLES WILL BE PROCESSED by 
the Grav-i-Flo barrel finishing process. In- 
formation on this service can be obtained 
from the Grav-i-Flo Corp. 


No. 40. A FOTO FACTS FILE, containing 
case histories, photos and wiring diagrams of 
controlled air power devices is offered by the 
Bellows Co. The company also offers a bulle- 
tin “Faster, Safer, Better Production.” 


A pleasing exterior 


.e-1S OFTEN THE RESULT OF 
DIE CASTINGS ¢&% MILWAUKEE 


No. 41 DETAILS OF THE HYDROHONE 
PROCESS, a wet abrasive blast cleaning and 


One big advantage of the die casting process is 
the fact that it usually permits exact interpretation 
of the product designer's ideas. 


This is especially desirable when die castings con- 
stitute all or part of the exterior of a product. 
Typical examples are housings for gears, motors or 
other mechanisms; levers, control knobs or hand- 
wheels; end-plates, covers or bases. 


When die castings are used for such parts, the 
designer usually has wide latitude in combining 
curves, contours and plane surfaces to achieve re- 
sults that are pleasing to the eye, and pleasing 
to the touch, or which contribute to more comfort- 
able control or operation. 


Here at Milwaukee, a pleasing exterior has always 
been an important consideration in the design and 
production of die castings which add to the eye 
appeal or touch appeal of the finished product. 


ILWAUKEE DIE CASTING COMPANY 


1019N. FOURTH STREET © MILWAUKEE 3, WISCONSIN 


polishing system usable on die casting dies, 
are available from the Pangborn Corp 


No. 42. A FOLDER DESCRIBING THE 
MONARCH Aluminum Mfg. Co.'s plant and 
its zinc and aluminum die casting facilities is 
available from the company. 


No. 43. A COMPACT, COMPLETELY 
AUTOMATIC DRILL HEAD with self-con- 
tained air and controlled feed and speed is 
described in a 16-page bulletin offered by 
the Dumore Co. 


No. 44. BURNISHING MIXTURES and sug- 
gestions on how to use them are contained 
in a catalog issued by the Abbott Ball Co. 
The company manufactures burnishing shapes 
made of bearing ball steel in many shapes 
and sizes 


No. 45. INFORMATION ON PLATING 
with Daniels OLS type plating barrels may be 
obtained from the Daniels Plating Barrel & 
Supply Co. 


No. 46. LITERATURE AND DESIGN IN- 
FORMATION on alumi and gnesi 
die castings are available from Litemetal 
Dicast, Inc 

(Continued on Page 10) 
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Consult your Lindberg-Fisher 
representative for recommenda- 
tions on your production prob- 


lem 


Bag Boy 





MANUFACTURERS INCREASED 


@ i shanecren RATE 5 TIMES 
_ with the LINDBERC-Fihtt 2- Chamber Furnace 


Jarman-Williamson, Portland, Oregon, manufac- 
turers of BAG-BOY—the folding golf cart, uti- 
lize the Lindberg-Fisher 2-Chamber Melting 
Furnace in casting 14 parts for the BAG-BOY. 
Here's their story as they told it to us: 

“Deluxe wheels on our BAG-BOY were be- 
coming a bottleneck. When we used a sand cast 
wheel, one man on an 8-hour shift averaged 108 
wheels—(MACHINING TIME ALONE)! We 
installed a Lindberg-Fisher 2-Chamber induction 
furnace as a running mate to our H.P.M. die 
casting machine. Management policy of buying 
the best for the job has already paid off—the 
nine-inch wheel is hitting the assembly line at the 
rate of 100 an hour. Using a 14% Ib. shot at a 
temperature of 1180°F, rejects are less than 5% 
We're running 180 Ibs. of metal through the 
furnace an hour (including trimmings, scraps, 
etc.) with no appreciable temperature variation 
from the necessary 1180°F! This keeps our unit 
operating at peak performance. The operator 
does not depend on test shots or ‘feel’. 

“As our operation has been running for only a 
short time it’s too early to set up operation cost 


figures, but we do have some interesting tacts: 
1) Production rate is five times greater than the 
previous method; 2) During the weekend idling 
period, the furnace holds 500 Ibs. of aluminum 
molten for 62 hours on 456 KW, which in Port- 
land costs $4.62; 3) In one day, we charged 1440 
Ibs. of metal—and removed it at the rate of 3 Ibs. 
per minute from the ladling side—no tempera- 
ture variation could be noted; 4) We get a high 
percentage of good castings with comparatively 
inexperienced help. Our two operators made 
their first shots on this machine—within 30 min- 
utes good castings were on their way to the pro- 
duction line. To a great extent this is attributable 
to the constant temperature maintained by our 
Lindberg-Fisher; 5) Our furnace is within arms 
reach of the shot well, allowing easier, smoother 
operation. This is possible only because of the 
extremely low heat loss from the furnace, which 
adds materially to the operators comfort and 
efficiency. 

This sums up the fact that to date we are 
enormously pleased with our purchase. The Lind- 
ber,;-Fisher induction furnace is proving | all that 
was claimed for it by its representatives.’ 


MELTING 


LUINDBERG-Fiz Nth FURNACES 


LINDBERG 
MAY, 


195] 


ENGINEERING COMPANY + 2463 West Hubberd Street, Chicago 12, Iilinels 
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LITERATURE AND SERVICES 


(Continued from Page 8) 
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BETTER U BETTER 


METHODS DIE CASTINGS | No. 47. A HIGH SPEED TAPPING HEAD in 
which tap driving pressure is automatically 

regulated is described in literature offered by 
DIE CASTINGS the Procunier Safety Chuck Co. Operators 
can detect dull taps by an increase in driv- 


SINCE 1919 ing pressure needed. 
































No. 48. ENAMEL FILLING OF DIE CAST 


The meaning | part, with the Acroprinter, monutoctured by 
of a signature! 


literature. 


Through a quarter of a century of know- No. 49. CAST IRON INGOT MOLDS and 

2 ; allied foundry equipment for use in die cast- 

ing how, the S*%st reputation for Better ing are described and illustrated in C. H. 
. P Milles Foundry Co.'s Catalog No. 101. 

Methods— Better Die Castings, has been 

recognized. 


Sound engineering, metallurgical knowl- No. 50. SIMULATED METAL FINISHES are 


2 : : given to die castings with Plotelustre, a 
edge and skilled techniques have achieved ae casi caaeied te aa an 


H : : Waldstein Co. Literature is available on this 
and maintained a standard of superior Saleh ste des bo cua vs dies ne 
quality. per, brass or bronze plating. 


$Esr has kept faith, always deserving the 


mark it bears. means die castin 
SG Bs No. 51. SAMPLE PARTS WILL BE PROC- 


ESSED FREE of charge in Globe tilting 
for those who want the best. tumbling barrels. Information on this service 


is available from the Globe Stamping Div., 
Hupp Corp. 


A sound, time-tested institution and a sound 
time-tested product have won confidence 


and widespread endorsement. No. 52. INFORMATION ON SOIL RE- 
| MOVAL is offered by Oakite Products, Inc. 
Soil to be removed should be specified. The 
company also has available a booklet titled 
“Some Good Things to Know About Metal 
DEPENDABLE Cleaning.” 




















BETTER U BETTER 
METHODS DIE CASTINGS 


No. 53. “BLACK MAGIC,” A BLACK OX- 

DIE CASTINGS IDE FINISH which can be hand applied or 

: used with fully automatic equipment, is de- 

— scribed in a catalog offered by the Mitchell- 

———T—— Since i Bradford Chemical Co. This finish meets 
military specifications. 
































THE SUPERIOR DIE CASTING COMPANY 
1001 London Road CLEVELAND 10, OHIO | FINISHING ‘ore evollable. from the D. J 
anaes Chisago Pittsburgh Murray Mfg. Co. The bulletins give details 


; : Ag on the process as well as on the company’s 
Philedelphie New York iin quipment. The company also offers to proc- 
ess parts free of charge. 
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for Melting any type of 
Non-Ferrous Metals in 
Foundries, Die Casting 
and Permanent 
Mold Plants 


uN 


} 


STROMAN MODEL “BFC” HAND TILT BARREL TYPE 
MELTING FURNACE FOR ALUMINUM 


Featuring “Tangential Firing” which produces a most efficient combustion condition, 
creating a melting atmosphere that keeps metal loss and dross accumulation at a min- 
imum, Charges through the top or rear door which is also used for drossing metal and 
cleaning the furnace, Built in 500 Ib. capacity and larger. Oil or gas fire. 


RSE OS NN ENE NSO OI SAO SSE NOS 


STROMAN MAGNESIUM AND ALUMINUM MELTING 
AND HOLDING FURNACES 
A. Hydraulic Tilt Magnesium and Al melting furnace handling from 500 to 3000 


Ibs. of aluminum. Incorporates the famous Stroman Stationary Lip Pour, which 
creates a constant pouring arc at any desired pouring speed. Saves time and metal. 





INJECTOR 


aR 


Stationary Super-Heating or Melting Furnaces, Type S. F. Designed to deliver the 
correct super-heat to magnesium after it has been melted in larger furnaces, and 
before it is poured into the molds. Can also be used for breakdown or holding. 
They have all safety features. Are available for cast steel pots or fabricated steel 
pots. Furnaces may be equipped with hoods if so desired, for the venting of com- 
bustion and other gasses. Write for bulletin No. 100, 


2 


Pil he ue p Pe ’ At x, += aay og SLX ones . =n rt) 
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are 


STROMAN IRON POT 
MELTING FURNACES FOR 
ZINC OR ALUMINUM 
These furnaces are highly recommended as 
breakdown furnaces for zinc and aluminum die 
casting and permanent mold plants. They also 
excel as holding furnaces. They can be supplied 
either with or without hoods to exhaust fumes 
and heat. Their construction causes longest pot 
life and lowest fuel costs. Choice of automatic 
or manual controls and oil or gas fire. Capacities 
from 212 to 14,000 Ibs. zinc. 
Write for Bulletin No. 115 


STROMAN HAND TILT 
CRUCIBLE MELTING FURNACE 
FOR BRASS, BRONZE, ALUMINUM 
AND OTHER ALLOYS 
Capacities from No, 40 to No, 500 Crucible. 
Most efficient in eperation. Rugged construc- 
tion assures longest life and trouble-free 


‘ operation. Oil, Gas o* Combination Fire. 


Write for Bulletin No. 105 


STROMAN TYPE “MC” ALUMINUM 

DIP-OUT REVERBERATORY FURNACE 

Bath capacity from 500 to 10,000 Ibs. 

Aluminum 

A combination of breakdown and holding fur- 
naces makes this the most economical furnace 
ever designed for aluminum melting. It con be 
used for melting, holding, alloying, fluxing, 
for either casting or producing ingots. Cold 
metal does not reach the pan Ble both. Hot 
metal is always available for dipping. No iron 


= pots or crucibles to buy. Oil, gas or combina- 


tion oil-gas fire. Complete automatic controls 
are available if desired. 


WRITE FOR COMPLETE CATALOGUE ON ALL TYPES OF FOUNDRY EQUIPMENT 


sTROMANSI Te eu baa ce) 


THE PETERSEN OVEN CO. 


CDIivisStOn OF 


9900 FRANKLIN AVE. 


FRANKLIN PARK, ILL. 





consider 
'[ASTING 


_ when redesigning 


_ for LOWER COSTS 








THE DIE CASTING PROCESS: Speed of production is the essence of the die casting 
process—the shortest distance between raw material and finished product; it is a precision, low-unit 
labor process, capable of producing direct from the raw material the most complex parts in nearly 
finished form at a single operation. 

ZINC DIE CASTINGS: Zinc is the most adaptable metal for the die casting process and 
provides the best combination of physical and chemical properties. Zinc die castings are stable, 
strong, and can be cast to close tolerances; they are easily machined and a large variety of beautiful 
metallic and organic finishes can be readily applied to the castings. 

Industry's recognition of these factors is indicated by the phenomenal growth of die 
casting as a production tool plus the fact that nearly 75% of all die castings by weight are made 
of zinc. DIE CASTING is the Process + ZINC, the Metal + BUNKER HILL, the Preferred Zinc 


BUNKER FILL 99.992% ZINC 


EASTERN SALES AGENTS ST. JOSEPH LEAD COMPANY 250 PARK AVENUE, NEW YORK 17 
SALES OFFICE FOR PACIFIC COAST NORTHWEST LEAD COMPANY SEATTLE, WASHINGTON 
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IMPROVED FACILITIES 


FOR DEFENSE 


Since World War II the facilities of our 
die casting department have been con- 
siderably increased. 


Milt muil-tolsy Miso Moh MoE I0] oleolaligelalela@i.Z-Mels-) 
better prepared to meet the production 
demands of the mobilization program. 


Send us your inquiries. 








USCO K Aluminum Alloy (3.5% Cu and 8.5% 
Si) together with the entire USCO K series 
are tailor-made for die-castings. Each alloy 
in this K series meets a specific die casting 
requirement for a particular purpose. These 
alloys. are produced to exact specifications 
... either ours or yours ... under our fa- 
mous Production Control System—a guar- 
antee of consistent high quality. USCO K or 
one of the other die casting alloys in the K 
series will meet your requirements of ex- 
cellent castability and dependable finished 
castings. Won't you determine this for your- 
self by joining our ever growing list of 


satisfied customers? 


{ 
Lied 


} 
oe! 


PERU ERI EBL UUE 


TDM 


UI 


Oe ey 
$3 


FREE Send for your copy of the USCO 
Aluminum Alloy Selector. A handy aid 
to analysis, specifications and many 
other foundry problems. 


a Ki ALUMINUM 
U. S. REDUCTION CO. 
For 47 years, pioneers in * & ; 
aluminum development. East Chicago, Indiana 
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Over 80,000 Square Feet 
of Modern Plant 
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A RELIABLE SOURCE 


FOR DIE CASTING 


REQUIREMENTS 











AMERICAN 
ELECTROLYTIC 


AMERICAN ZINC SALES CO., Distributors 
for AMERICAN ZINC, LEAD & SMELTING CO. 
Columbus, Ohio 

Chicago 

St. Louis 


New York 
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an important factor in production for dependable die 
castings —made to exacting specifications — 
complete Spectrograph and Quantometer control 
from row material to the finished ae 
assuring uniform composition —less pevbestion 
problems — more customer etistaction 


Buy the Best—Buy APEX. 
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DIE CASTING 


keys production 
to speed, accuracy 
and economy 


CASE HISTORIES FROM 
MT. VERNON FILES 


... keys it from A to Z— from blueprint to 
finished product. For die casting is industry's 
cost-cutting method of producing accurate 
parts for thousands of applications. 


Take the modern typewriter, for example. 
Few machines of comparable size and weight 
have to ‘stand the gaft"’ so well, but die cast- 
ing supplies important components, with out- 
standing strength-weight ratios, that enable it 
to do a thorough job—and stay on the job 
indefinitely. 


Two such parts are shown here: a top 
plate and a keyboard guard for Smith-Corona 
typewriters, cast from aluminum by Mount 
Vernon. Each is produced instantly, as the die 
closes, complete in every detail—holes, slots, 
notches, pads, channels, studs, ribs, counter- 
bores as required. Both have perfect contour 
fit. Only a negligible amount of machining is 
necessary. Savings are thus substantial all 
along the line. 
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Whatever your product, simple or intri- 
cate, consult with us. We have up-to-the- 
minute facilities for die casting aluminum and 
zinc, and a vast reservoir of experience. It's 
very possible we can key your production to 
increased output and lower unit costs . . . show 
you the way to improved products, too. 
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DIE CASTINGS BY HOOVER 


Black & Decker produce it, but Hoover die castings 
help to make the Holgun the world’s most popular 
electric drill. 

That famous ‘‘Pistol Grip and Trigger Switch” 
that smooth, efficient, streamlined body . thar 
strength-with-lightness of the Holgun . . . come from 
aluminum die castings by Hoover. 


Many a good product has been made better . .. many 
a new product has had a head start . . . countless prod- 
ucts have been made more efficient and their costs 


HOOVER. 
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cut... with Hoover die castings of aluminum of 
zinc. 

Hoover is a veteran of more than twenty-eight years 
in the die casting field, and has tucked a lot of knowl- 
edge up its sleeve in those years. 


If you now use aluminum or zinc die castings, or 
if you think you could use them to advantage, ask 
a Hoover sales engineer to call and “talk it over.” 


THE HOOVER COMPANY 
Die Casting Division. . . North Canton, Ohio 
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{ COMBINATION CIGARETTE DiS- 
© PENSER and coin bank, this handsome 
die cast novelty unit is die cast to achieve 
realistic effect. 


Realistic Detail By Die Casting 


N THE fall of 1950 the Na- 

tional Automatic Products 
Co., Cleveland, started produc- 
tion on a household novelty item 
with a utility value—a minia- 
ture combination cigarette dis- 
penser and savings bank. It 
needs no coins to operate it; the 
cigarette is released by pressing 
a lever, and the bank is an ad- 
ditional utility feature. 

The cabinet, 614 inches high, 
and two interior parts are die 
cast in a combination die so that 
a complete set of ca&tings is 
produced simultaneously. Zinc 
alloy XXV (ASTM B86-46) is 
used. 

The cabinet has a_ nickel 
plated, stamped steel back cover 
plate which is secured by a 
screw. The upper part of the 
back cover is hinged to give ac- 
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. A SELF-TAPPING SCREW and a rivet 

© are used for assembling these two 
die cast parts which feed cigarettes to the 
dispensing aperture. 


cess to the cigarette compart- 
ment, while removal of the 
screw gives access to the sav- 
ings compartment at the bottom. 

Interior die cast components 
include the platform subassem- 
bly which incorporates the dis- 
pensing roller. A stamped, 
spring- mounted lever is at- 
tached to one side for actuation 
of the roller. 

Machining is minimal, con- 
sisting of tapving two hollow- 
cored bosses on the cabinet and 
one on the platform, and drill- 
ing a small hole at one side of 
the cabinet for  self-tapping 
screw. 

The die casting process has 
been utilized to simplify the 
mounting and fastening of the 
the platform subassembly, Fig- 
ure 2. This subassembly, with 


cigarette-dispensing roller and 
spring-mounted lever, is attach- 
ed inside the cabinet by means 
of two cored holes on the plat- 
form flange which are slipped 
over two bosses on the cabinet 
wall, Figure 3, and fastened 
with screws and washers. 

The large hollow boss by 
which the back cover plate is at- 
tached to the die cast platform, 
has a cored countersink to ac- 
commodate the countersink of 
the stamped back piece. One 
side of the roller is attached to 
the actuating lever by means of 
a rivet. Its other side is attached 
with a self-tapping screw. The 
roller, when actuated, pivots on 
this screw. 

Another detail of the assem- 
bly deserves special notice. The 
window opening in the cabinet 


Page 21 








wall is recessed .065 to serve as 
a “frame” for the transparent 
plastic pane. Cast integral in 
each corner of the _ recessed 
frame is a small boss to act as 
a rivet for permanently fasten- 
ing the plastic window. Rivet- 
ing is done with a specially de- 
veloped spinning tool which 
must operate in an area with 
a radius of 3/32 inches. This 


spinning tool is a narrow shank 

mounted in a drill press. 
During assembly of the win- 

dow, the cabinet is placed in a 


you make a better product. 








fixture which has been fitted 
with plastic contact plates be- 
cause these plastic surfaces have 
a certain resiliency when pres- 
sure is applied by the spinning 
tool. This avoids marring of 
the chrome plated surfaces. 
Operation of the cigarette dis- 
penser is simple; pressure on 
the spring-mounted lever turns 
the roller holding a cigarette in 
its groove; the radius of the 
groove conforms to the diameter 
of a cigarette. As the roller is 
turned, the retaining face above 


CASTING’S OUR GAME 


If you use non-ferrous metal castings, Advance Pressure Castings can help 


From choice of alloy and finish—produced in our own foundry — 
through engineering by imaginative specialists for a new 

item or redesign of an old one, to machining of the fin- 

ished casting in our modern tool room, Advance 

produces quality castings at low cost. 


Call upon Advance Pressure Cast- 
ings to help with your die casting 
problems —as almost every indus- 
try using non-ferrous metals does. 
Our engineers are available for con- 
sultation without obligation. 


ADVANCE PRESSURE CASTINGS tn. 


20-30 Wythe Ave., Brooklyn 11, N. Y. 


‘ chamber. 





the groove is tilted up to with- 
hold the cigarette supply in the 
The spacing in rela- 
tion to the front wall of the 
cabinet is such that upon release 
of the lever, another cigarette 
drops into the groove as the 
roller returns to its original po- 
sition. Three curved bosses on 
the underside of the roller con- 
form to the contour of the plat- 
form and thus serve as guides 
(or contact surfaces) as the 
roller is being turned. 

A lustrous chrome plate gives 
the cabinet a jewel-like finish. 
Because the two interior die 
castings are visible through the 
window, they are bright zinc 
plated, thus serving the purpose 
of appearance while saving the 
cost of more expensive chrome 
plate. 

Several other design features 
serving functional and decora- 
tive purposes are of interest. 
Three ejector bosses—two at the 


3 LIKE ITS FULL-SIZED prototype, 
ee this miniature cigarette vendor 
utilizes chrome plated zinc die castings 
for eye-catching appeal. 


bottom and one at the top with- 
in the cabinet frame—were de- 
signed both for this purpose and 
for reinforcement. They also 
serve a third purpose, inasmuch 
as they are also a stop for the 
back cover plate, giving a neat, 
flush fit. 

Small knobs across the width 
of the front surface add design 
interest as well as realistic de- 
tail by simulating the handles 
of commercial vending ma- 
chines. 

(Continued om Page 71) 
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TEN MINUTES WAS REQUIRED for 
refinishing the half of a used die cast- 
ing die, above left, using Hydro-Fin- 
ish equipment. The other half of the 
die is shown above right for purposes 
of comparison. 


TRACK AND LOADING ASSEMBLY 
are used to carry die parts into the 
Hydro-Finish machine, right. This 
provides a simple means for handling 
and processing heavy die blocks and 
mold parts. 


Liquid Impact 


Blasting of Die Casting Dies’ 


By B. H. MARKS 
Manager 
Hydro-Finish Div., Pangborn Corp. 


IQUID abrasive blasting has 

been in use for some time 
as a method of final finishing 
of die casting dies. While it 
should be remembered that liq- 
uid blasting is by no means a 
cure-all, it does have a definite 
application in the die casting 
field. 


* Based on a paper, “Manufacturing 
Applications of Liquid Impact Blast- 
ing,” by B. H. Marks, presented at the 
19th annual meeting of the American 
Society of Tool Engineers, March, 1951. 
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Liquid blasting is a modified 
form of impact blasting where- 
by abrasive is suspended in a 
liquid, agitated to maintain sus- 
pension, and propelled through 
a blast gun by means of com- 


pressed air. Since the abrasive 
is suspended in a liquid (usual- 
ly water and a corrosion inhibi- 
tor), particles much finer than 
those used in dry blast systems 
are practicable. Particle sizes 
are generally in the talcum pow- 
der range or finer. 

Liquid abrasive blasting has 
two general applications. It can 


be used in a production line se- 
quence, or in tool room produc- 
tion and maintenance work. Its 
uses in the tool room will be 
the subject of this article. 
Some of the uses of liquid 
biasting in tool rooms and die 
maintenance shops are: 
1. Removing and blending di- 
rectional grinding lines. 
2. Removing oxides and dis- 
colorations resulting from 
heat treating. 


3. Improved lubrication re - 
tention. 
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. Preparation of surfaces 
for electroplating. 

5. Mold and die maintenance. 

6. General maintenance clean- 

ing. 

These are general classifica- 
tions, and any application must 
be considered as a_ separate 
item. 

It must be kept in mind that 
liquid blasting utilizes very fine 
abrasives, and is therefore a 
process for use on finished ra- 


ther than raw materials. The 
finish obtained is a function of 
the finish before blasting. Liq- 
uid blasting will not make a 
rough ground piece smooth 
enough to do the work of a fin- 
ish ground piece. A good die 
can be improved by this meth- 
od, but it will do little for a 
badly finished, malfunctioning 
die. It should also be remem- 
bered that liquid blasting is not 
a tool for producing a given di- 
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Don’t let your sales curve take a nose dive. 
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mension. The die should be fin- 
ished to dimension before blast- 
ing and then blasted with an 
abrasive fine enough to hold 
that dimension. 

For tool room applications a 
manually operated cabinet is 
recommended since the work 
loads are not large and the pri- 
mary interest is in the produc- 
tion of good finishes while elim- 
inating tedious hand work. 

In the making of a new die 
it is well to do as much polish- 
ing as possible before harden- 
ing, then liquid blast the die to 
remove and blend the grinding 
and directional polishing lines 
left on the surface. The blast- 


TWO ROTATING TABLES with work 
fixtures make this machine useful for 
both die maintenance and production 
finishing operations 


ing operation can improve’ the 
micro finish considerably; and 
the improved non - directional 
surface will reduce the resist- 
ance to the flow of metal in the 
die. Also, by liquid blasting it 
is possible to reach many places 
difficult to reach in hand polish- 
ing and much needed surface 
improvement is obtained on sur- 
faces usually given only “a lick 
and a promise.” 

Dies can be blasted to remove 
the oxides formed during the 
hardening process. A Chicago 
die caster reported that it re- 
quired approximately 16 man 
hours of labor to hand polish 
16 small die inserts in his plant. 
The same pieces were processed 
in one hour by the liquid blast 
method. The inserts were used 
to produce a small serrated knob 
for a home appliance. The cav- 


(Continued on Page 26) 
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DO’s and DONTs in DESIGNING 
ZINC and ALUMINUM DIE CASTINGS 


examples by DOLLIN 


PRINCIPLE: Costs can often be reduced by offsetting openings so that coring can be accom- 
plished with fixed instead of movable cores. 





EXAMPLE: the manufacturer’s original 
design for this bench grinder housing called 
for uninterrupted edges around openings a 
and a’. To cut die casting costs, Dollin 
engineers recommended incorporating steps 
b and b’. This eliminated the need for 
movable die cores—made possible coring by 
fixed die members. RESULT: substantial 
savings in production costs for the manu- 
facturer. 


Dollin engineers will work with you on 
design refinements, recommending whatever 
changes will simplify the die casting opera- 
tion, improve the soundness of the castings, 
or eliminate machining, finishing, or assem- 
bly operations. They have at their disposal 
extensive, modern facilities, and are thus 
free to adapt designs for lowest final cost. 


Dollin can efficiently produce all commer- 
cial sizes of die castings—facilities include 
large plunger zinc machines, large and 
medium size cold chamber high pressure 
machines, and a separate small castings de- 
partment (see examples at left). Write for 
estimates and engineering advice, at no 
obligation. 


SPECIAL SMALL CASTINGS DEPARTMENT 


For low die and casting costs: small single or 
double cavity dies—high speed automatic machines. 


PRIME CONTRACTORS—CHECK WITH DOLLIN 
FOR SUB-CONTRACTING ON DEFENSE ORDERS 


——- 
age 
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ity was % inches deep, %% inch- 
es in diameter at the bottom and 
tapered to 14 inch diameter at 
the top. The many serrated 
grooves running from top to 
bottom made this piece diffi- 
cult to polish by hand. 

The report stated further that 
the die produced good hardware 
finished pieces almost immedi- 
ately, whereas a normal hand 
polished cavity of this type re- 
quired a long break-in time be- 
fore producing good parts. 


Surfaces which have been liq- 
uid blasted with fine abrasives 
contain many microscopic wells. 
A surface of this type has been 
found to hold lubrication very 
well. Liquid blasting also can 
improve the quality of hard 
chrome plating by removing 
grinding fuzz to make the plat- 
ing adhere only to the base met- 
al, smoothing out plating build- 
up around corners and sharp 
edges and accomplishing the 
same surface conditioning ef- 
fects mentioned previously. 


These Accwrale DIE CASTINGS 


ARE “Everything That 


i th e Name Im p li MT 


Carburetor parts of aluminum alloy. 


body. 


Here again ACCURATE DIE CASTINGS were the perfect 
solution to the problems of close tolerance, strength, uni- 


formity—AND PRICE. 


We have the plant facilities, the experience and the skill 
to supply WHAT you want, WHEN you want it and at an 


interesting quotation. 


We welcome inquiries. Let’s get 
acquainted. Tell us your needs. 


ACCURAT 


Other part is a carburetor float bowl. 
castings are used on outboard motors. 


At left is fuel valve iii 
These die 





DIE CASTING 
COMPANY 


| pany. 


Maintenance of dies is of 
great importance in the die 
casting operation. The produc- 
tion superintendent of a large 
plant lists the following as ad- 
vantages of liquid blasting: 

1. It is a rapid method of 

cleaning. 

2. Dimensional and contour 
changes are held to a min- 
imum. 

3. It leaves a non-directional 
finish. 

. Break-in time is reduced. 
. In many cases disassembly 
is unnecessary. 

5. A more thorough inspec- 
tion of the die parts after 
cleaning is possible. 

There is nothing more dis- 
heartening than to see a once 
beautifully finished die in the 
hands of a cleaning room man 


Te © <e 
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LIQUID BLAST has been used on this heat 
treated mold. Upper portion has been blast 
cleaned, lower section has been left un- 


| cleaned for comparison. 


who attacks the problem of re- 
moving carbon from a ten micro 
inch surface with the first rasp 


or scraper available. 


It is useless to specify a high- 


| ly polished surface on a die if 


it cannot be maintained in clean- 


| ing. Liquid blasting can be of 


great aid in answering this re- 
quirement. Because of the fine 
abrasives used, dies can be 
cleaned repeatedly with a mini- 
mum of metal removal and 


| maintenance of a finish equiva- 
| lent to the original. 


| J. W. STUART APPOINTED REP. 


The appointment of J. W. 
Stuart as eastern territory Ma- 


| chine Division sales representa- 
| tive has been announced by The 


Osborn Manufacturing Com- 


Mr. Stuart has been as- 


| sociated with the Foundry In- 
3089 E. SOTH ST. CLEVELAND 4, OHIO | dustry since 1933. 
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AFTER REDESIGN. 


2. 


| BEFORE REDESIGN. This previous 
© model of the Bendix hand control 
valve included several die cast ports, but 
was less compact and cost more than the 
new design now in production. 


Better appear- 
ance, together with functional and 


cost advantages, have been obtained by 


redesigning. 


Stop-Off Core Gives 


Production Flexibility 


OST modern American 

trucks of medium to large 
size are now equipped with vac- 
uum operated brakes and the 
same type of equipment is wide- 
ly used also on trailers for truck- 
ing applications. It is also be- 
coming common practice to pro- 
vide an independent hand con- 
trol valve in addition to the 
pedal operative valve on tractor- 
trailer combinations. Such an 
extra control affords added se- 
curity and flexibility, especially 
on icy or slippery roads where 
skidding and jack-knifing are 
most likely to occur. 

Bendix Products Division of 
Bendix Aviation Corporation 
long has made hand control 
valves as well as many other 
vacuum brake components and 
complete braking systems. In 
these, die castings are employ- 
ed wherever they prove best 
adapted from an engineering 
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and economic standpoint for the 
particular application. This ap- 
plies, among other cases, to hand 
control valves. Figure 1 shows 
a valve unit that has been in 


3. 


production for several years. It 
incorporates zinc alloy die cast- 
ings that serve their purpose 
well. 

Recently it was concluded that 


CORING FORMS virtually all recesses of 
the main housing, which is die cast in zinc. 


Vertical section through the assembled hand con- 
trol unit shows all four die cast parts in correct 
relative position, along with mating components. 








this valve should be redesigned 
to provide a more compact and 
better appearing unit in which 
a gage would be _ integrally 
housed or, where not wanted by 
the purchaser, would be elimi- 
nated and still adhere to the 
same basic design. In Figure 2 
is shown the new design in the 
form that incorporates a gage 
and Figure 3 shows the same 
unit in vertical section. 

From these illustrations, it is 
clear that appearance is much 


improved and that the unit is 
more compact. It is also sturdy 
and is adapted for quick attach- 
ment to any steering column 
from 11% to 2 inches in diameter. 
The main body is closer to the 
column and takes up less space. 
Operation is by a hand lever that 
measures 714 inches from its 
center of rotation to the edge of 
the hemispherical grip. 

When a gage is required, it is 
housed in the upper die casting 
and does not protrude, as in the 


Segment Gear 
and Meshing Gear 


PERFECT MESHING IS $0 IMPORTANT 


Dependable, high quality die castings, 
where “mesh” is a prominent factor 
receive the utmost attention by our 
draftsmen and operators. The above 
is a perfect example of all “Cleve- 
land” castings. No matter what your 
die casting problem 

“CLEVELAND.” 
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earlier design. If no gage is to 
be used, a casting without the 
extension and gage recess is 
substituted but the assembly is 
otherwise the same as before. 
In service, the gage is located 
just below the steering wheel, 
where easiest to see, yet is so 
well housed that injury is most 
unlikely. 

Included in the design are 
four zinc alloy die castings. 
These are chosen because they 
are moderate in cost, are readi- 
ly produced and are fully cored 
shapes required, so 
that very little machine work is 
needed. In addition, external 
surfaces are smooth and need no 
polishing or other machine 
work, except for flash removal, 
hence an inexpensive but en- 
during crackle finish suffices to 
yield the appearance needed 
without the extra operations 
that sand castings would re- 
quire. 

Zine alloy is chosen because 
it combines good strength and 
high impact resistance with 
ease of casting and freedom 
from red rust besides insuring 
castings of requisite smoothness. 
Redressing and other expen- 
sive die repairs are avoided. 
Such machining of castings as 
is needed (chiefly drilling and 
tapping) is easily and rapidly 
done and involves only slight 
metal losses. Such economies 
make zinc alloy castings ideal 
for the purpose. 

As Figure 2 indicates, the ma- 
jor die casting is the main hous- 
ing in which the simple poppet 
valve assembly is placed central- 
ly. This casting has a cored sup- 
porting bracket at one side and 
sections throughout are uniform 
in thickness (about 3/32 inch) 
making for soundness and ease 
in casting. Coring forms the 
main recess as well as smaller 
holes of which two, in the brack- 
et portion, are cored to tapping 
size. As the cores are metal, 
of course, there are no sand in- 
clusions and no cleaning or seal- 
ing of sand is required, as in 
many sand castings. 

Both the top and bottom cov- 
ers also are die cast and are 
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NEW VICE PRESIDENT in charge of en- 
gineering and research at Eclipse Fuel En- 
gineering Co., is Donald A. Campbell, above, 


formerly manager of the industrial division, 


Affiliated Gos Equipment, Inc 





held to the body by concealed 
screws, the joints being flat and 
having suitable gaskets. In the 
top cover designed for use with 
a gage, the upper recess is cor- 
ed for the gage and that in the 
under side provides a clearance 
recess. Some smaller holes also 
are cored. When no gage is 
needed, the recess for it is elim- 
inated, shortening the casting 
by the height of the recess and 
leaving the top of the casting 
slightly doomed. 

In the lower half of the top 
cover is a cored side opening 
through which the die cast op- 
erating lever projects. This 
lever is an extension from a 
generally cylindrical portion that 
seats between rings of steel. 
These form bearing faces that 
minimize wear. One ring mates 
with a centering boss in the 
body casting. The operating 
lever has a U-shape section that 
affords stiffness yet requires a 
mimimum of metal. 

Inside the cylindrical portion 
is a ledge or lip the face of 
which forms a helix cam mat- 
ing with a plate on a hollow 
threaded tube flanged at a low- 
er level. Thus, when the operat- 
ing lever and the ring are turn- 
ed, the mating tubular part, is 
raised or lowered, opening or 
closing the vacuum 
is a hardened steel ring which 
valve. 
virtually eliminates wear. 


The fourth die cast compo- | 


nent is the lower or bottom cov- 
er. It includes bosses cored for 
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control } 


On the face of the cam | 


pipe taps where connections to 
the brake system and vacuum 
source are made. A central re- 
cess is also cored for a hub and 
valve spring, the hub being at- 
tached to a rubber diaphram. 
The latter extends outward and 
is clamped between the lower 
cover and a dished steel plate 
when the bottom casting is at- 
tached to the main casting. 
Actually, all the die castings 
are very simple parts and are 
easily and quickly finished. As 
they are produced rapidly and so 


close to size that very little ma- 
chine work is needed, their cost 
is minimized. This, of caurse, 
was one primary reason for 
making the parts in die cast 
form. 

Since the parts not die cast 
are also well adapted to rapid 
and economical production, and 
assembly too is quite simple and 
rapid, total costs are moderate. 
As die castings from the major 
components, however, they are 
quite properly credited with ef- 
fecting the greatest economies. 


ZINC DIE CASTINGS 


Quality guaranteed “on grade” zine die castings pro- 


duced by Glenvale under * 


‘The Certified Alloy Plan” 


assures you of obtaining uniform dependable castings 


at maximum economy. 


Glenvale 


@ Provides engineering and die designing service 


@ has die and tool making facilities 


@ is equipped with modern die casting equipment 


@ guarantees laboratory controlled quality 


® supplies machining and finishing facilities 


Write today for prompt service on 
your defense production requirements. 


GLENVALE PRODUCTS CORP. 


1165 BEAUFAIT AVE 


DETROIT 7 


MICH PHONE LORAINE 8-092 





J NON-CORRODING VALVE housing 
e@ die cast in zinc alloy, is shown as- 

sembled, right above. All three large, 
_ intersecting passages are cored and require 
5 no machining. 


AFETY equipment approved 

by the Underwriters Labora- 
tories, Inc., and by the Asso- 
ciated Factory Mutual Fire In- 
surance Companies must meet 
the highest standards of per- 
formance and construction. 

The line of safety containers 
for flammable and combustible 
materials manufactured by The 
Protectoseal Company, Chicago, 
meets the rigid requirements of 
all insurance and fire authori- 
ties. In equipment of this type, 
subjected to 100 percent test- 
ing, no questionable materials 
or fabricating methods can be 
employed. 

The problem of combining 
> PROPER BALANCE DURING CARRY. complete dependability with 
eDe ING is obtained by this well-shaped low cost production has caused 
die cast handle. Oval section and inherent Protectoseal to explore the most 
strength of zinc alloy give adequate strength up-to-date methods. 

For example, the steel body 
of the supply can, Figure 1, and 
other metal containers of this 
type are electric seam welded 


TO OBTAIN APPROVAL from Un 

© derwriters and insurance agencies, 

highest type of performance is required. 

This naturally makes it essential that only 

the most dependable materials be used, 
such as these die cast parts. 





ASSURED 


for complete, positive closure; a 
specially designed, double con- 
centric cylinder of perforated 
sheet brass inside the base of 
the spout makes a secure, punc- 
ture-proof fire baffle; and the 
use of zinc alloy die castings for 
the handle, valve housings, levers 
and other operating parts pro- 
vides strength, stability and in- 
tricate shapes at low cost. 

Protectoseal has used zinc die 
castings for more than ten 
years in building fireproof con- 
tainers. Developed originally 
for safe fueling of the small cars 
used by railroad maintenance 
crews, this type of container has 
since found wide usage through- 
out industry, and variations of 
it have been introduced for spe- 
cialized purposes. In many of 
these models, die cast covers, 
valves, levers or linkages are 
used. 

Three die castings go into the 
valve housing by which the 
flexible spout is attached to the 
safety can. These parts, shown 
assembled and disassembled in 
Figure 2, do not rust or corrode 
in contact with liquids, and they 
represent the most econornical 
way of installing a valving 
mechanism. 

Although the die parting lies 
vertically around the largest 
perimeter of the valve housing, 
three moving cores in the die 
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create the intersecting internal 
passages so accurately and 
smoothly that no machining of 
the inside surfaces is needed. 


The brass valve stem rides 
directly inside the cored hole at 
the top, and the zinc alloy pro- 
vides an excellent bearing sur- 
face without bushing or sleeve. 
The leather gasket rests against 
an accurately formed valve seat 
in the lower cored hole, and the 
flexible hose is secured to the 
flange around the third open- 
ing. Due to the angle, small 
size and location of the screw 
holes for attaching the hose, 
they are drilled and tapped, 
rather than cored. 


Smooth Contour on Handle 


Even on such strictly func- 
tional equipment as this, appear- 
ance plays an important part. 
Surfaces need to be smooth and 
well-contoured, there should be 
no rough edges to come into 
contact with the hand, and they 
should be easy to paint. 


The handle die casting, Figure 
3, is an example of a gracefully 
shaped piece, designed for prop- 
er balance while lifting the con- 
tainer. This part has high phy- 
sical strength, and has been de- 
signed with an oval cross sec- 
tion both for extra reinforce- 


I FOR MORE THAN TEN YEARS, 
© the Protectoseal Corporation has 
been using die cast parts on its various 
safety containers, of which this sup- 
ply can for liquid fuel is an out- 
standing example. 


ment and for more comfortable 
hand grip. 

All holes are cored in this, in- 
cluding the slot through which 
the operating trigger works, 
and the cross holes in which 
the vacuum breaker die casting 
pivots. 

This type of handle construc- 
tion could readily be adapted for 
a wide variety of portable equip- 
ment in which a handle needs 
to be combined with some sort 
of latch, lever, switch or operat- 
ing mechanism which could be 
mounted onto the handle die 
casting. 

Of course, dependability is 
one of the prime features of this 
type of product, and here the 
inherent physical strength, im- 
pact resistance and corrosion re- 
sistance of the die cast zinc al- 
loy makes a contribution to the 
serviceability of the safety con- 
tainers. 

From a production standpoint, 
die castings simplify assembly, 
virtually eliminate machining or 
other secondary operations and 
have such a high degree of ac- 
curacy that uniformity from 
part to part is assured. 

Thus, all requirements of this 
critical equipment is satisfied 
by using important die cast com- 
ponents and fittings: dependa- 
bility, low cost and production 
ease. 
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SMOOTH, QUIET OPERATION of the Fol- 
Door, left, depends upon the trolley block, 
above, which is constructed of powdered 
metal rollers held on a die cast zinc trolley 
block. Axles for the wheels are formed 
by bosses on the die casting crimped over 
at the ends to produce a permanent as- 
sembly. This economical type of assembly 
is also highly satisfactory for other reasons, 


The hardware industry has 
for many years been a major 
consumer of die castings. 
Among the reasons for this ac- 
ceptance have been large quan- 
tity available at low cost, ability 
to fabricate intricate shapes and 
designs and ease of finishing. 

The Holcomb & Hoke Mfg. 
Co., Indianapolis, found in die 
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since it results in very quiet operation. 


TO FIT IN NARROW SPACE too small for 
standard locking mechanisms, the latch and 
lock assembly, left, have been specially de- 
signed. Decorative handles and internal 
working parts are die cast in zinc 


SPECIAL HARDWARE 
FOR FOLDING DOOR 


casting the answer to several 
problems that came up in con- 
nection with its product, the 
FolDoor. The FolDoor is a fold- 
ing door consisting of a steel 
framework covered with a vinyl- 
coated fabric. In operation the 
door rides on an over-head trol- 
ley system, the door folding into 
pleats as it is closed. 


Hardware for the FolDoor 
was originally specified as sand 
cast brass, but the company 
soon discovered that savings as 
high as 30 per cent could be ef- 
fected by utilizing the die cast- 
ing process. When it was de- 
cided to add a lock to the door 
assembly, still another problem 
was encountered. No com- 
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mercially available lock could be 
found that would fit in the re- 
stricted space in the door post. 
Company engineers therefore 
designed a special lock, incor- 
porating die castings in order to 
achieve the necessary production 
at a reasonable cost. 
Reject Rate Lowered 

Handles for the FolDoor con- 
sist of 514 inch T-shaped sec- 
tions with slightly concave sides. 
The brass sand casting of this 
part required a milling opera- 
tion on the retaining lugs, 
drilling and tapping of the set 
screw hole on one end and rough 
grinding and polishing in prepa- 
ration for plating. In addition, 


the company found that dimen- | 
in the sand | 


sional variations 
cast parts resulted in a large 
percentage of rejects. 

A cost analysis revealed that 


The latch and lock mechanism, 

above, is fairly simple in operation. 

The knobs on either side of the Fol- 

Door turn levers which lift the latch 

in the door over the keeper in the 

door jamb. The lock, when engaged 

by a key, holds down the lever to 

prevent its disengagement. 
finished die castings would be 
less expensive than the rough 
sand cast parts. The change 
was made and benefits other 
than a reduction in machining 
were realized. The uniform 
cross-section of the die cast han- 
dle gives a better fit against the 
door post, and a recessed panel 
with the company name is cast 
integrally with the piece. The 
company now buys the handles 
with the lugs broached, the 
cored set screw hole tapped and 
the piece finished in a satin 
chrome plate. 

Although not a visible part 
in the assembly, the trolley 
mechanism for obvious reasons 
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must function smoothly and de- 
pendably. Two different die cast 
zinc trolley blocks are used on 
the door, the one at the door post 
having four wheels and the in- 
termediate blocks with two. 
Principle savings on these 
parts derived from the elimina- 
tion of separate axles for the 
powdered metal wheels. A pro- 
jection is cast on the trolley 
block with a 3/64 inch depres- 
sion in one end. After the 
wheel is slipped over the projec- 
tion, the depressed end of the 


30 POUND 
ALUMINUM MOLD 


é& 
WATER-COOLED 
DIE CAST MOLD 


FLAT BOTTOM 
20 POUND 
BRASS MOLD 


projection is upset, holding the 
wheel securely. The ductility of 
the die cast zinc alloy here offers 
a permanent fastening method. 

Further savings were effected 
by the elimination of the drilling 
and face grinding necessary on 
the sand cast parts. 

Special Lock Developed 

The lock and latch parts are 
die cast of zinc alloy, as are the 
other die castings used on the 
FolDoor. The releasing Mechan- 
ism is installed in the door post, 

(Continued on Page 70) 


Molds made for all types of conveyors and 


methods of handling Zinc, 


Aluminum, Lead, 


Babbit, Die Cast and other Non-ferrous metals. 


Detailed information supplied upon request. 
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1 MILITARY CONTRACT under which 
© this AC-DC vacuum tube voltmeter 
was produced sets forth strict performance 
specifications, but leaves the choice of ma- 
terials and fabricating methods to the manu- 
facturer. In this instance, an aluminum 
die casting has been found best and most 
economical for the major structural com- 


2 FROM THE 23 POUNDS weighed by 
© the prototype sand cast unit on which 
bids were submitted, above, weight has been 
reduced to 13% pounds due to the combina- 
tion of die cast frame and stamped aluminum 
covers. Extensive machining required for the 
sand cast unit has been almost entirely 
eliminated. 


ponent. 

















By J. ROSS 
Chief Engineer 
Specialty Engineering Div., 
Specialty Assembling & Packing Co., Inc. 


ILITARY contracts ob- 
tained on a development 

and production basis require the 
manufacturer to meet rigid per- 
formance specifications but per- 
mit him to design and select 
components as dictated by cost 
and production considerations. 
We are currently manufactur- 
ing for the U. S. Army Signal 
Corps, on this basis, a piece of 
test equipment identified as the 
Multimeter TS-505/U. Our ex- 
perience in developing the pro- 
duction model of this device 
from the original prototype on 
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which the bid was submitted, 
proves that it is entirely practi- 
cal to employ mass production 
techniques, even for limited 
quantities. 

In this instance, the original 
Signal Corps order called for 
3,000 units, and since future 
contracts could not be predicted, 
it was necessary to amortize all 
tooling and development costs 
over this relatively small quan- 
tity. 

The original model made 
available for purposes of bid- 
ding had a bulky sand cast 
mounting frame, weighed 23 
pounds, required an excessive 
amount of machining and in- 
volved a cost many times that 


DIE CASTINGS MEET REQUIREMENTS 
FOR SIGNAL CORPS CONTRACT 


of the method of farbication we 
finally chose. 

Our preliminary investigation 
indicated that either a stamped, 
drawn and welded assembly or 
an aluminum die casting could 
be utilized for the important 
front cover upon which most 
subassemblies are mounted; our 
job then was to make a cost 
analysis of the two methods, 
since either one would produce 
components having the needed 
structural and design charac- 
teristics. 

Among the specifications to 
be met were: 1) a weight limit 
of 15 pounds for portability, 2) 
complete water-tightness, 3) re- 
sistance to humidity, corrosion, 
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fungus and other severe condi- 
tions of exposure, 4) shock re- 
sistance. These, of course, were 
in addition to the electrical and 
functional requirements which 
cannot be considered here. 

We found that a front cover, 
die cast in aluminum alloy No. 
13, could be manufactured at a 
cost approximately one-third 
that of a stamped cover having 
two drawn cups welded in posi- 
tion. This cost comparison 
represents finished piece price 
and does not take into account 
additional savings derived from 
fitting and sealing the cover, 
adding flanges and fastening de- 
vices—all of which add to the 
total cost and were incorporated 
into the design of the die casting 
at no extra cost. 

For example, to make the 
case entirely waterproof (the 
units are tested by being sub- 
merged three feet under water 
for two hours.) It is necessary 
to have a rubber seal around 
the edge. With very little ex- 
tra tool cost, it has been possi- 
ble to core a groove on both 
front and rear surfaces so that 
the rubber sealing rings are 
positively located and held. An 
aluminum stamped front panel 
would not have lent itself to such 
a simple and inexpensive solu- 
tion. 


Engraving Costs Saved 
Or consider another feature 


of the die cast front cover— 
this piece has about 130 letters 
and numerals on its front face 
for dials, indicators, etc. Cost of 
engraving these characters runs 
about two cents per letter, 
whereas for a total additional 
tool cost of about $200, all let- 
ters are formed integral with 
the die casting. This compares 
to a cost of $7800.00 for a run 
of 3000 units. Raised lettering 
has been utilized because this 
can be engraved into the die 
with the least cost. After the 
die casting is painted, the let- 
tering is accentuated by rolling 
black paint onto the raised sur- 
faces, making them permanent- 
ly legible. 

Whether stamped or die cast, 
aluminum would have been se- 
lected as the material. The 
lighter weight and high strength 
of this metal makes it well 
suited for portable equipment 
which is subjected to rough 
usage. 

The finish to be applied has 
been fully specified by the gov- 
ernment and consists of anodiz- 
ing, zinc chromate primer and 
a one-coat baked enamel. The 
inner surfaces receive a coating 
of moisture-proof lacquer to pre- 
vent mildewing and fungus 
growth. 

The die caster has been able 
to provide parts which are al- 
most ready for assembly as re- 


3 SAVINGS AMOUNTING TO $7600 have been made 
®Pe on the lettering and numerals appearing on the face 
of this instrument. 
into the die came to $200, but the cost of engraving them 
into each of the 3000 production stampings or sand castings 
would have totaled $7800 
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Additional tool cost for engraving these 








MULTIMETER MEASURES 
AC AND DC CURRENT AS 
WELL AS OHMS RESISTANCE 


The Multimeter’ TS- 
505/U is a general purpose 
AC-DC vacuum tube volt- 
meter. It is capable of 
measuring AC and DC 
voltages and resistance in 
ohms all in one self-contain- 
ed unit. 

There are nine DC volt- 
age ranges for measure- 
ments from 0 to 1000 volts, 
seven AC voltage ranges 
for measurements from 0 to 
200 volts and seven resist- 
ance ranges for measure- 
ments of resistance from 
one ohm to 1000 megohms. 

The enormous versatility 
of this equipment is further 
demonstrated by its capac- 
ity for measuring AC volt- 
age alternating at from 30 
cycles per second to 500,- 
000,000 cycles per second. 
Within the Multimeter’s 
function of resistance 
measurements its ability to 
measure resistances up to 
one billion ohms makes it 
an invaluable aid to meas- 
uring insulation resistance. 
(The above description of the func- 
tien of the Electronic Multimeter has 
been made possible through the kind 
cooperation of Mr. J. Kaplan, elec- 


tronics project engineer on the above 
referenced project.) 














We have an opening 
for an advertis- 
ing Salesman in our 
Chicago territory. 


it ie necessary 
that this young mar- 
ried man be famil- 
iar with general 
industrial pro- 


cesses, such as die 





casting, perma- 
nent mold Casting, 
investment casting, 
machinery, etc, 


We'll teach him the 
advertising busi- 
ness. Salary to 
Start. Incentive 
Plan when trained, 
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ceived. The only machining nec- bind the castin 
cessary consists of drilling and 
tapping of various holes for 
mounting the electronic System 
and sub-assemblies, 


g into the cavity 
making ejection a problem. The 
die caster has overcome this by 
machining a very slight under- 
cut into the cover half of the 
The shape of the part which die, so slight as to be almost 
makes it more expensive to invisible to the eye, but large 
stamp, also has introduced cer- enough to break the casting 
tain problems for the die caster, aWay from the ejector half and 
The front cover, Figure 2, con. release it from the cores. 

sists of a flat plane on the rear The depth of these two re- 
of which are two deep “wells,” cesses also causes some slight 
These recesses have a tendency warping of the piece so that it is 
to shrink over the cores and (Continued om Page 60) 


THE BEST IS GOOD ENOUGH 


There must be a reason why so many highly pepe 
i ufacturers entrust all of their work to us. T ‘ 
om ae they know from experience that the finished - 
Te cet every specification as to gaan hg 
accuracy and function. Furthermore, the pric 

long or short runs is in 

line with their production 

and selling costs. 

If you are located west of 

the Mississippi River we 

are inan excellent position 

to take care of your die 

casting requirements. Quo- 

tations made promptly. 


UNIVERSAL 


DIE CASTING COMPANY 


5001-05 SANTA FE AVE. e Los ANGELES 11, CALIF. « TELEPHONE: KIMBALL 7264 
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DIE 
CASTINGS 


A SECTION DEVOTED 10 
THE FINISHING PROCESSES 


MACHINING—Most die castings require some machining 
operations. In this section will be found information to aid 
in planning and selecting the proper method and equipment 
for these operations. 


ASSEMBLING—Die castings are generally assembled com- 
ponents. This section includes information on fastenings 
and methods for mass production assembly operations. 


SURFACE FINISHING—Most die castings receive some type 
of surface finish such as plating, organic coating, anodic 
coating or chemical coating. This section contains infor- 
mation on the methods, processes and equipment used for 
the various surface treatments on the die casting alloys. 
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YOUR PROCUREMENT JOB 


1S SIMPLIFIED BECAUSE— 


All these 
P-K Screws 


are Standard 


With screws in limited supply, you have a better chance of 
improved delivery when you order standard types and sizes 
than when you order specials. 


For this reason, the complete line of Parker-Kalon 
Self-tapping Screws is a definite advantage. In changing to 
a standard screw, you are not restricted to one or two 
types only remotely suited to your assembly needs. In the 
P-K* line, you have a choice of 5 distinct standard types, 
each designed for a special purpose. Chances are your 
assembly can be adapted to some one of these types with a 
minimum of redesign. 

P-K Assembly Engineers will help you in every way 
possible to adjust your assemblies to limited supplies, and 
apply the long experience of Parker-Kalon to your most 
difficult problems of planning and procurement. Parker-Kalon 
Corporation, 200 Varick Street, New York 14, N. Y. Sold 
through Accredited Distributors. 

Phillips Recessed Head 
Standard in Types A and Z 
TYPE A— the original Sheet Metal Screw, for light gauge sheet metal. 
TYPE Z— a thread-forming screw for light and heavy gauge sheet metal, 
non-ferrous castings, plastics, etc. Also made with HEX HEAD, suitable in 
heavier sizes for structurc! steel. TYPE F — cuts standard machine screw 
thread as it is driven. For ferrous and non-ferrous castings, light and heavy 
sheet metal, plastics, etc. TYPE U— Drive Screw for making permanent 
TaN fastenings to ferrous and non-ferrous castings, plastics, etc. 


*TRADE MARKS REG. U.S. PAT. OFF. 


; Oniginel 
PARKER-KALON’. SELF-TAPPING SCREWS 


A TYPE AND SIZE FOR EVERY METAL AND PLASTIC ASSEMBLY 
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A monthly digest of current technical progress selected and prepared by the editorial 
staff of DIE CASTINGS. This section is devoted to finishing processes for all types 
of die castings, and is written specifically for the benefit of the production man. 





for finishing die castings 


BARREL FINISHING OF DIE CASTINGS: 


a survey of 


FOR THOUSANDS OF 
TONS of small to medium sized 
die castings produced each year, 
barrel finishing represents the 
most economical method for re- 
moving or blending flash, cut- 
ting down, surface conditioning 
or preparing for subsequent 
surface coatings. 

This bulk finishing technique 
is well-suited to the large 
quantities in which die castings 
are produced; the saving in la- 
bor and secondary operations 
which is one of the prime ad- 
vantages of the die casting pro- 
cess is sometimes dissipated by 
the manual processing of small 
parts. 

Because of the growing inter- 
est in barrel finishing methods, 
an attempt has been made by the 
editors of DIE CASTINGS to bring 
together here some of the cur- 
rent thinking and experimental 
data obtained from processors, 
manufacturers of barrel finish- 
ing equipment, and the recent 
literature. 


Nomenclature and Terms 


This task has not been easy 
due to a lack of common defini- 
tions, disagreement on _ both 
theory and practice, and wide 
variations in both the materials 
and processing cycles employed. 
To simplify the problem a few 
broad definitions have been 
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materials, methods and equipment 
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UNLIMITED RANGE 
OF SIZES AND 
SHAPES which can 
be successfully barrel 
finished makes this 
an especially effec- 
tive way for the bulk 
processing of die 
cast components. 
Small, complex 
shapes, difficult and 
expensive to deburr, 
polish or color manu- 
ally, lend themselves 
readily to barrel 
treatment. 


used which may or may not be 
acceptable to all parties con- 
cerned but which will, at least, 
help to explain the material con- 
tained here. 

As observed by one manufac- 
turer, “It is our opinion that one 
of the major causes of confu- 
sion in this field is the failure 
of the group interested in it to 
set up a glossary of terms de- 
scribing the various operations 
and materials used. For in- 
stance, you use the term tum- 
bling to cover the whole field as 
well as individual operations 
such as cutting down and bur- 
nishing. 

“. .. We believe that the 
term barrel finishing is a more 
suitable one to cover all barrel 
operations. Abrasive or cutting 


down operations should be desig- 
nated by the terms deburring, 
deflashing, abrasive tumbling 
or abrasive rolling. Such a term 
would indicate that metal was 
removed from the parts and 
that no high degree of surface 
finish was to be _ produced. 
Operations where metal is not 
removed but the surface appear- 
ance definitely improved by in- 
creasing its reflectivity, could 
be called abrasive burnishing or 
ball burnishing, depending upon 
whether stones or hardened steel 
balls or shapes were used in pro- 
cessing.” 


Thus, in general, this discus- 
sion will use the terms, grind- 
ing, polishing or cutting down 
to refer to metal removal com- 
parable to that accomplished by 
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an abrasive belt or polishing 
wheel. Description of the de- 
gree of cutting or the final 
surface character will be used, 
but no attempt can be made to 
classify surfaces according to 
microinch finishes. 

Likewise the terms burnish- 
ing or coloring will be used 
where the process results in 
some cold working of the sur- 
face for increased reflectivity 
without removing metal. This 


is a _ particularly significant 
phase of barrel finishing die 
castings preliminary to electro- 
plating because of the tendency 
to close off microporosity on the 
surface. 

With certain operating cycles, 
also, both a cutting and a bur- 
nishing action are reported to be 
achieved. 

Materials and Equipment 

Before dealing with barreling 
additions—which are the crux 





ANSWER: 
condition, but is a poor cure. 


plating. 


PRODUCING A SMOOTH SURFACE 


1. What is the effect of barrel finishing processes on small 
surface blemishes and porosity? 

Burnishing or coloring in o barrel can improve the surface 
The original cause of the trouble should 
be corrected. However, there is a definite cold working action on the 
surface and small blemishes or porosity can be blended into a smooth, 
reflective surface suitable as a final finish or as a basis for electro- 
Distinction should be made between barrel operations for 
grinding and polishing, which remove metal, but do not close up porosity, 
and burnishing which peens, rubs and flows metal surface. 
cast ports are barrel finished specifically for this purpose—to close 
up porosity and yield a sound surface for plating. 
die lubricant in the die casting process can also affect the success or 
failure of burnishing to a high lustre. 


. Can polishing or burnishing be accomplished at the same 
time as flash is being removed? 
This, again, depends upon the port, the choice of materials and 


the degree of polish or burnishing. 


it has been possible to deflash, lightly polish and burnish at the same 


Many die 


Choice of proper 


In some cases, it is reported, 


d 





time by using a special acid 


barrel finishing? 


of proper abrasive media can give a combination. 
depends in both instances, upon the degree of reflectivity required and 
in general, two operations are recommended. 


. Can tolerances of die cast parts be maintained during 


P , and in other cases, the use 
However, this 





Along with the maintenance of low micro inch finishes, it can be 
said that extremely close dimensional tolerances can be maintained. 
Some operators suggest that tolerances can be held on only one surface, 
and the rest of the surfaces may not be held. The extra action of 
tumbling on corners, edges and sharply exposed areas is also a qualifying 
factor. In most cases, common commercial tolerances can be held. 


. Which shapes are easiest to barrel finish? 


ANSWER: The ideal shape, which rarely occurs, is a perfect sphere. 
Simple shapes with well-balanced mass and weight distribution, minimum 
holes and slots to trap medio—ore desirable. Recesses and cored 
openings of varying size complicate the job of selecting size of medium 
which will not lodge. Example given of good shape for barrel treatment 
is tear-shaped faucet handle. Light ports are easier than heavy, 
bulky ports. 


. What degree of surface finish can be achieved? 


ANSWER: Unlimited. Range extends from satin matte to mirror 
finish. Larger media, faster-cutting stones and compounds having 
minimum lubricating ability tend to produce dull “scratchy surfaces.” 
Small stones, stones which tend to become emooth in use, soft stones, 
or compounds heving high lubricating qualiti lust surfaces. 
Barrel speed, water content and duration also influence degree of 
surface finish. 
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of close finish control—the types 
of barrels will be discussed. 
There are two main patterns of 
barrels, open and closed: open 
barrels rotate on an inclined 
axis and closed ones on a hori- 
zontal axis. It is also desirable 
to distinguish between closed 
barrels according to whether 
diameter does or does not exceed 
the axial length, and also ac- 
cording to the number of sep- 
arate compartments. 

Tumbling barrels also differ 
in method of drive, using gear- 
ed, variable speed, pulley or 
chain and sprocket. Some have 
provisions for braking or inch- 
ing the barrel into position. 
Numerous safety and mechani- 
cal handling devices are also 
available as standard or acces- 
sory equipment. If parts are 
to be racked, such as large, 
heavy-sided castings, it is de- 
sirable to be able to reverse the 
direction of rotation. Some 
models have more than one door 
for easier access is racking. 

Barrels used for processing 
die cast parts are constructed 
from steel and are usually lined 
with wood or synthetic rubber. 
At least two concerns are report- 
ed to have experimented with 
patterned sheet metal linings 
embossed with alternate raised 
and depressed sections to modi- 
fy movement of the charge with- 
in the barrel. 


Special Cycle Must Be 
Set Up For Each Job 


The choice of equipment and 
materials for the barrel finish- 
ing operation is largely empiri- 
cal, and although a large body 
of scientific study has been de- 
veloped, the infinite number of 
possible combinations and varia- 
tions makes the setting up of a 
process cycle a matter for the 
expert. Firms that manufac- 
ture barrels or materials, pos- 
sess extensive experience with 
all types of parts and finishes 
and maintain engineering serv- 
ices. The company planning to 
attempt barrel finishing would 
do well to consult with these 
firms, since the attempt to set 
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NEW MACHINE HANDLES 


30% More Volume! 
30% Larger Work Load! 


than comparable machines occupying 
the same square feet of floor space. 











GRAV-I-FLO offers the first big 
advancement in modern tum- 
bling—with improved equip- 
ment and materials for every 
tumbling need. New Grav-i-Flo A 
process, with Super-Brite fin- 
ishing chips and specially 
designed machinery giving a 
smoother surface and higher 
lustre, now cuts 25% to 40% 
faster on non-ferrous metals 
—eliminates subsequent op- 
erations such as ball burnish- 
ing. Grav-i-Flo compounds 
change chip surface from finish- 
ing to cutting in minutes—parts 
need not be transferred from 
cylinder. Gray-i-Flo de-burring 
chips are obtainable for all 
de-burring needs on both fer- 
rous and non-ferrous metals. 











pee ry eer we Am 
3465 N. Kimball St, sago 18, Mm, 
W. M. Fotheringhem 
977 Niogora St., Buffalo 13, New York. 
Brothers Mtg. Co. 
3439 No. Broodway, St. Lovis 7, Mo. 
A. 5. See eee ee. 
2424 Enterprise St., Los Angeles 21, Calif, 
R. W. Renton and Co. 
877 Addison Road, Cleveland 3, Ohio. 
Inc. 
442 Elm Street, ener radon a 


Platers Supplies, Ltd. 
, 200 Bedford Rd., Toronto, Ontario, Conada, 


CR UME 


New equipment and materials are combined to increase 
direct-labor savings over previous tumbling methods 


Cam locks on doors have manually re- 
leased safety stops for pressure relief. 


MODEL 48-2 


New Grav-i-Flo machines are available in 
three sizes: cylinder size 36” x 40” dia; 
48” x 40” dia.; and 66” x 40” dia; Compart- 
ments furnished 14" plate unlined or 4” 
plate rubber lined. Cam lock doors have 
manual release safety stops. Reduced volt- 
age control on magnetic starter. Lever or 
push-button switch. Limit switch on safety 
guard. 220-440 volt, 3 phase, 60 cycle 
motor with magnetic brake. Water attach- 
ment with hose. Counterbalanced safety 
guard. Hoist pan has tubular yoke with 
manually operated lock. All standard 
equipment. Variable speed drive and timer 
controls optional. 


Motor Driven Separator—welded frame supports hoist pan. Separating screen, odiustable from 
0” to 1%”, accommodates various sizes and types of parts. Screen inclined 5° maximum. Pon 
shelf provided for stock pan. One HP 220-440 vol!, 3 phase, 60 cycle motor with speed reducer, 


and manval starter with, overload protection. 


Procwssed Free! Grav-i Flo o- processing department will gladly tell you how to attain 


Samples 
@ better finish at lower costs. 


samples to distributors or direct to Grav-i-Flo Corporatioa, 


THE GRAV-I-FLO CORPORATION 
Dept. DC 5 400 Norwood Ave. * Sturgis, Michigan 


TUMBLING 


Circle No. 39 on Reader Service Card for more information. 
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up a system without expert ad- 
vice might well result in dupli- 
cation of experimental effort, 
waste of time and poor results. 


FLASH AT PARTING LINES and around 
cores and slides is a characteristic of 
all die castings. One effective way to 
remove flash, especially when located at 
edges and on exposed surfaces, is to 
give a short cycle in a barrel rotating at 
relatively low speed. 


It should be pointed out here 
that no single pattern or system 
can be applied to all tumbling 
'problems. Only the broadest 
‘generalizations can be given 
‘here, since each part to be pro- 
‘cessed represents an individual 
‘and unique set of conditions. In- 
formation contained here is in- 
‘tended only for general guidance 
‘and review of possibilities. 

' Additions used in barrel fin- 
‘ishing are the media, the com- 
' + pound and, in the case of wet 
t processing, a liquid. Selection 
‘of these, along with establish- 
‘ment of other variables such as 
‘barrel speed and time cycle, 
must be based upon results to 
be obtained. 

Media Choice 

Natural Abrasive Media. A 
group of mined materials rang- 
ing generally from limestone to 
granite chips have considerable 
variety of cutting or burnishing 
action and can be used for 
rough polishing to coloring. 

Synthetic Abrastve Media. 
Fused aluminum oxide lumps 
in larger sizes are _ suitable 
for rapid cutting down, 
while smaller sizes are capable 
‘of producing partially burnished 
surfaces. Other synthetics con- 
sisting of alumina or carborun- 
dum with softer binder have less 
abrasive action, slower action 
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and permit smoother finishes. 

Steel Balls and Shapes. 
Burnishing to a high lustre 
can be accomplished with balls 
that have a tendency to cold 
work the surface. To modi- 
fy action of the media to con- 
tact all surfaces of irregular 
shapes, variations such as eggs, 
baleones or round ended pins 
may be introduced. 

Organic Media. Other non- 
abrasive media, sometimes 
identified by the term “carriers” 
include such materials as wood- 


en pegs, macerated corn cobs, 
ivory chips, hardened leather, 
felt strips or nut shells. In 
most cases, these are used in 
combination with abrasive com- 
pounds which coat their sur- 
faces, but actually perform no 
cutting action by themselves. 
Compounds are used with the 
media in some cutting-down 
operations. They serve to lubri- 
cate the action of the media and 
prevent too-rapid cutting of the 
flat surfaces, to keep the parts 
clean, to maintain the cutting 





methods? 
ANSWER: 


without additional cost. 


ANSWER: 


removal. 


ANSWER: 
removed. 


location. 


accomplished. 
for this purpose. 


flash removal? 
ANSWER: 


FLASH AND BURR REMOVAL 


1. Can flash removal be accomplished successfully by barrel 


In most cases, light flash can be removed by tumbling, 
although this must be qualified by the location, thickness and the 
quality of final surface to be achieved. 
can also include a second operation such as polishing or 
Flash thicknesses up to 0.040 have been 
removed when flash is in an exposed position. 
external threads, flash in recessed creas or strict dimensional control 
may prevent successful flash removel. 
heavy flash may prolong cutting action beyond tolerance for entire 


. Should flash be die-trimmed first? 


Whenever possible, flash should be removed with a trim 
die to leave only the root of the flash for final barrel action. Recom- 
mended practice is to leave no more than 0.002 - 0.004 for barrel 
If quality finish is desired, then flash should be shaved as 
close as the shape of the part permits. 
excessively heavy, it is desirable to hand polish before tumbling. 
Concave surfaces need closer flash trim than convex surfaces. 


. Does position of flash affect removability? 


Position of flash determines largely whether it can be 
If flash is in protected area or in the center of a filet area 
it is more difficult to remove than when located on edge or in exposed 


. Will barrel operation clean out flashed-over openings? 
ANSWER: 
too difficult and generally unlikely. 
held, and position of flashed-over opening is favorable, this can be 


Most authorities consider removal of flash from openings 


Recommendation has been for use of sized media 
. What cycles, speeds and materials are recommended for 


Each piece requires an individual plan depending upon its 


Frequently, the flash removal 
tting down 





Complex shapes, 


Attempt to remove extremely 


If so, how close? 


In some cases where flash is 


However, if flash is thin and loosely 





size, alloy, shape and finish requirements. Common die cast materials 
are relatively soft and usually are tumbled at barrel speeds in the 
range of 12-14 rpm as compared with 18-20 for iron and steel. 
One manufacturer reports speeds of 30 rpm with a tilting barrel which, 
with complex action of the mass, provides more rapid cutting. 
Also, due to softness, heavier barrel loads up to 75 per cent capacity 
are used to shorten length of “‘slide’’ and therefore reduce cutting 
action, as compared with long “slide” when barrel is 50 per cent filled. 
G water is also common practice to slow down cutting 
action and protect die cast surfaces from king and peening. Faster 
speeds, larger stones, lower water content, harsher abrasives remove 
flash faster, generally produce dull surface and result in more severe 
over-all cutting action. Caution is recommended where large, flat areas 
ere concerned. 
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action of abrasive media by re- 

moving the glaze formed from 

the cutting operation and in the 

case of abrasive compounds, to 

aid in removing metal from the 

part. Where rapid cut-down is 

desired, some abrasive media 

can be used without compounds. 
In burnishing the compound 

has only lubricating, impact- 

softening and cleaning purposes. 

In all forms of barrel finishing, 

care must be taken when finish- 

ing die castings to avoid chemi- 

cals which will corrode the part. 

If a steel or iron medium is used, 

it will also be necessary for the 

compound to contain a _ rust 

preventive chemical. Manufac- 

turers of barrels, media and 

compounds are in the best posi- 

tion to advise on the selection 

of a compound for a given appli- 

cation. IT TAKES ONLY A FEW MINUTES 
In wet barrel finishing, it is 

necessary to add a liquid of some TO SAVE HUNDREDS OF MAN HOURS 

type, usually water and a wet- 

ting or cleaning agent. If hard 





. Here is an easy way to produce the finishes you need 
yr quickly in large quantities — in the face of a tighten- 

ing manpower situation. It takes only a few minutes to 

issue instructions for samples of your work to be sent to the Roto-Finish 
Company. There is no further work or cost involved*on Your part. It is then 
up to us to prove to you that Roto-Finishing will debur, polish or otherwise 
impart a better finish on your products while saving you time, manpower 
and money. 


We guarantee to reproduce the same results in your plant that we have 
produced on your samples processed in our laboratory. Just think what 
this means to you: 


@ All guess-work and costly trial-and-error purchase of equipment is eliminated 


@ Your products are analyzed to determine which combination of equipment and 
materials will do the best job for you at the lowest cost before you make 
ADVICE CONCERNING A _ SPECIFIC any investment. 
= Fal cge weed ¢ iow Baw You buy nothing until our analysis proves results will benefit you 
who have engineering departments set 
up for running tests and experimental 
batches 





When you buy, you get machines and materials that are properly combined 
for your job 


Roto-Finish Engineers make periodic visits to your plant to supervise and demon 
strate the use of Roto-Finish processes, to train your operators, and offer helpful 


water 1s used, a water softener suggestions to improve your products wherever possible 


is often added. Many of the The Roto-Finish Company manufacture their own materials so they can control 
compounds on the market have the uniformity of quality and size — another reason why it is possible for Roto 
water-softening properties. Finish to guarantee results. 


Auxiliary equipment, mainly Avail yourself of the unusual engineering skill and ability which is 
for use in handling the materials found at the Roto-Finish Company. Make use of the Roto-Finish labo- 
§ é al 


. B : - ratory, the best equipped in its field. Send in your samples today 
used in tumbling operations, is 


available from many of the bar- 


oe - 
rel manufacturers. These items, 070” mile COMPANY 


designed especially for use with EAE, <4 
mantifie i 2 - <a associated w © r rodu 
re ig gaa Shag 3708 MILHAM ROAD KALAMAZOO, MICHIGAN 
maintaining high production 
schedules. 
Nature of the Action 
The movements of the charge 


within the barrel are governed ORIGINATORS OF THE ROTO-FINISH PROCESSES 
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NEWS TUMBLING BARREL 








SPEED 
OVERALL 
LENGTH 
OVERALL 
WIDTH 
OVERALL 


HEIGHT 


COMPART- 

» MENTS 
ACROSS 
FLATS 


LOAD PER 
COMPART- 
MENT 


DOOR SIZE 
DOO 
STRUCTION 
BARREL 
ENDS 
CENTER 
PLATE 
BARREL 
WALLS 
BRAKE 
MOTOR 
CONTROL 
GUARD 


MVS-60-2 


36" x 60” 

72 HP, 220/440 
V. 1750 RPM, 

3 ph. 60 cycle 
Variable 

8-25 RPM 


| 92%" 
| 63-3/16" 


| 69-9/16" 


18 cu. ft. 


2500 Ibs. 
j 


| 13" x 21" 
R CON. | 


Cast Alum. 
Neoprene 
Faced 


Va" thick 
Va" thick 


5/16" thick 


| Hydraulic 
| Foot Operated 


| Reversing 


Closed Bar 
Chain 


| MSS-60-2 


| 36” x 60" 

| 7¥_ HP, 220/440 
V. 1750 RPM, 

| 3 ph. 60 cycle 

| Constant 

| 25 RPM 


924" 
| 59-11/16 


69-9/16 


" thick 
| Hydraulic 
| Foot Operated 
Magnetic 
Reversing 
Closed Bar 
Chain 
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Here is the Model MSS 
60-2 Constant Speed 
Barrel operated at 25 
RPM single speed. 


The Model MVS 60-2 
Variable opens Barrel 
is essentially the same 
except for the drive 
mechanism. 


SAMPLE 
PARTS 


PROCESSED 


Sample parts proc- 
essed at no 
Write for details. 


ONS 
sei ast 


Has the manpower shortage got 
you “Over the Barrel’? Then turn 
to MURCO for the answer to more 

production with fewer hands. 


Here are new, completely 
modern tumbling barrels with 
all the features demanded by 
up - to - the - minute operators 
who need high production, 
trouble-free tumbling equip- 
ment. Six newly designed 
models of MURCO Tumbling 
Barrels have been developed 
by practical operators who, 
from years of experience, 
know the faults of ordinary 
barrels. The new MURCO Bar- 
rels are compact, occupy mini- 
mum floor space, are built 
lower than ordinary barrels to 
make loading easy, and reduce 
work fatigue. 


li ty 


Six models are available to meet any production 
requirement: 


Model MVS 32-2 - A 30 x 32 - 2 compartment 3 
HP, variable speed barrel. 


Model MSS 32-2 - A 30 x 32 - 2 compartment 3 
HP, constant speed barrel. 


Model MVS 48-2 - A 32 x 48 - 2 compartment 5 
HP, variable speed barrel. 


Model MSS 48-2 - A 32 x 48 - 2 compartment 5 
HP, constant speed barrel. 


Model MVS 60-2 - A 36 x 60 - 2 compartment 712 
HP, variable speed barrel. 


Model MSS 60-2 - A 36 x 60 - 2 compartment 7'2 
HP, constant speed barrel. 


Check the specifications, design features and con- 
struction shown on these pages. You'll see why 
MURCO Barrels are preferred by operators who 
want to combine the economy of tumbling proc- 
esses with sturdy, well built, maintenance-free 
tumbling barrels to make their installations com- 
pletely economical. 


Write today for MURCO Modern Methods Bulle- 
tins 1, 2, and 3 valuable to the experienced 
operator as well as the beginner. No cost — no 
obligation. 


ig 
tu jD.J. MURRAY MANUFACTURING CO. 


” WAUSAU 


Manufacturers Since 1883 


WISCONSIN 
DIE CASTINGS 





Be Modern! Buy MURCO! Get performance. 
Get results through these features: 


@ Barre! Section Measurements determined 
from years of experiments to assure 
maximum tumbling action. 


@ Simple, fool-proof variable speed 
drives afford completely versatile oper- 
ations when different speeds and cycles 
are required. 


@ Speed changes are made simply 
through easily operated hand wheels 
No cum b ersome, time-consuming 
changes of belts and pulleys. 


@ lever-type reversing switches per- 
mit inching of barrel forward and back 
with complete control. 





@ Foot operated hydraulic brake at 
floor level stops barrel in any position 
Facilitates loading and unloading. Pre- 
vents accidental dumping of loads. 


@ Carefully designed doors lock securely. The larger models are cast 
aluminum te reduce weight and are neoprene faced to prevent wear. 





@ Door openings on large models are tapered to the inside to prevent MVS-32-2 


lodging of parts when discharging. 30” x 32” 


3 HP, 220/440 3 HP, 220/440 
@ Oversized reducers, bearings, wide faced precision cut gears, NEMA MOTOR Soh a0 coclo Big ae 3 
° cye 
frame standard motors assure low maintenance and trouble-free operations. Variable netted ss 
SPEED 8-23 RPM 22 RPM 
@ Operating mechanism accessible from front and back permitting end = 6156" 


61%" 
te end arrangement of barrels in production lines. OVERALL 
WIDTH 45” 4s" 
OVERALL 
@ Complete hood or partially closed gate guards, assure safe operation. | HEIGHT 57” 57” 
COMPART. 
. P P : MENTS 2 2 
@ Ample cubic foot capacity per compartment permits maximum load. ACROSS 
FLATS 30” 30" 
@ All models available line or unlined. 


15%" 1548" 
All this is yours in MURCO! Why settle for less? | 


MENT | 
illustrated above is the Model MVS 48-2 Variable Speed Barre! operated Sach 612 cu. tt. 6% cv. ft. 12 ev. ft 12 ew. ft. 
from 9 RPM low to 28 RPM high. | 


LOAD PER | 
COMPART.- 750 Ibs. 750 ibs. 1750 Ibs. | 1750 tbs. 
The Model MSS 48-2 Constant Speed Barrel is essentially the same except | MENT 


for the drive mechanism. DOOR SIZE | 12” x 13” 12” x 13” 13” x 21” 13” = 21" 
eee ee re ae Cast Alum. Cast Alum. 
’ , . rs ast Iron ast iren Neop Neop 
The MVS SBC and 088 32-2 Vestsiite and Constant Speed Barrels, not pic BARREL Foes ee} 
tured, are similar in construction and appearances. ENDS 2g” thick Ye” thick Ys" thick 1" thick 
CENTER 
: PLATE V4" thick Vo" thick Vy" thick Va" thick 
Write today for MURCO Modern Methods 6ulletins 1, 2, and 3 BARREL 
luable to the experienced op as well as the beginner. wae 5/16" thick | 5/16” thick 
Chie y y Hydravli Hydraulic 
No cost—no obligation. BRAKE Foot Operated | Foot Operated Foot Operated 
MOTOR oe ‘ ° 
CONTROL Recurain Roane moore Magnetic 


D.J. MURRAY MANUFACTURING CO. [oR ORR ESS eieeers ss | Cled Ber 


WAUSAU Manufacturers Since 1883 WISCONSIN oe Gear Direct Gear 








5/16" thick 5/le" thick 


Mud hi Mud 
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by a number of inter-related 
variable factors, of which the 
most easily distinguishable are: 

1. The nature of the internal 
surface of the barrel; 

2. The relation between dia- 
meter and width of barrel; 

3. The number of angular 
faces; 

4. The proportion of the bar- 
re] volume occupied by the 
charge; 

5. The ratio between 
and media, in volume; 

6. The relationship between 
the specific gravities of the me- 
dia and work; 


work 


Oll 


bearing 
balls 
burnishing 
ELGUIFIS 


barrel 
finishing 


s 
> 


Send for your copy 


Yu ‘ 
ABBO! 
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THE ABBOTT BALL 
1084 New Britain Ave., 
Hartford 10, Conn. U.S. A. 
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7. The presence or absence of 
a fluid medium; 

8. The speed of barrel rota- 
tion ; 

9. Tendency of 
to interlock. 

If a very large number of 
small, identical metal compo- 
nents are tipped from a con- 
tainer upon a level surface, they 
will assume the form of a cone. If 
the parts are other than spheri- 
cal in form, the angle made with 
the horizontal is dependent up- 
on the degree to which inter- 
locking occurs between _indi- 
vidual components. 


components 


Qs 


today! No obligation. 


Log oF 


ee 
i. % 
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Assuming that the plane be 
slowly tilted, one of two effects 
will occur. If the degree of in- 
terlocking between the parts is 
not great, the angle of pile on 
the lower side of the heap will 
adjust itself to its previous 
value. Should the interlocking 
effect be preponderant, how- 
ever, the heap will hold together 
and, when the tilt is sufficient 
to overcome the basal friction 
on the surface, will slide bodily 
across the plane. 

Since in barrel 
free movement of 
components is 


operations, 
individual 
essential, this 


] type of interlocking action must 
| be prevented. 


This is done by reducing the 


| degree of interlocking through 
| the 


introduction of smaller 
masses commonly called media 


| which may be an inert material 
| such as wood pegs used only to 


hold components apart and car- 
ry the abrasive compound, but 


|} more commonly the media actu- 
| ally perform a part of the work. 


If this medium, or carrier, is 
added only in sufficient quantity 














DEGREE OF INTERLOCKING among 
components will determine the motion 
of the mass as the plane is tilted. One 
function of media is te control this 
sliding motion to obtain the desired cut- 
ting and rolling action. 


to fill in the interstices of the 
piled work, the effect is very 


| small; if only a few compo- 
| nents are dispersed within a pile 


consisting mainly of carrier, the 
angle of repose is substantially 
that of the carrier itself. 

A mid-point between these 
states is to be aimed at in bar- 


| rel finishing since free move- 
| ment must be combined with in- 


timate contact among compo- 


| nents in the mass. 
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It will be evident from the 
above that the nature of the 
tilting surface is of importance, 
since upon the coefficient of 
friction between the pile—the 
charge—and the tilting surface 
depends the angle that will be 
assumed before the bulk of the 
charge begins to slide. With 
zero friction the charge slides 
in bulk to the lowest point with 
the slightest inclination; with a 
very high coefficient the pile 
disintegrates almost completely 





12,000 Burnished Parts 
Per Operator Per Shift 


The Yale & Towne Mfg. 
Co., Stamford, Conn., proc- 
esses zinc base die castings 
with two basic schedules. 
For rough deburring, one 
cubic foot of die cast parts 
is loaded into a barrel with 
750 pounds of limestone 
chips and eight pounds of 
compound. The parts are 
given a rough finish in 
five hours. 

The barrel is stopped 
and the water is drained 
out and the barrel thor - 
oughly flushed. Eight 
pounds of burnishing com- 
pound are added and the 
barrel rotated for an addi- 
tional two hours. The parts 
emerge with a burnished 
surface. 

Thus a completely bur- 
nished die casting is turned 
out in seven hours. Loads 
average 2000 parts, and a 
single operator can handle 
six machines. 12,000 fin- 
ished parts ready for plat- 
ting for one man per shift 
would be hard to match by 
any other method. 

(From Economic Possibilities in Tum- 
ble Finishing, by Adolph Bregman. 
Presented at the 19th annual meeting 


of the American Society of Tool 
Engineers.) 











before any movement of the 
basal layer takes, place. 

Inside a barrel it is necessary 
to take into account the friction- 
al effect of the end plates also; 
as these are brought closer to- 
gether their retarding effect up- 
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Briefs on barrel finishing 


Technical Service Dept. 


Wyandotte Chemicals Corporation 


Summary: Barrel finishing offers manufacturers an economical method 
of finishing small parts in bulk. Steel balls or shapes produce a smooth 
lustrous finish. Stones remove excess metal, as well. Improvements in 
technique are widening the field. 


Barrel finishing consists of rotating the work in a barrel together 
with a burnishing medium and a solution of the burnishing compound. 
The parts are handled in large quantities and the labor cost per part is low. 


The method is especially suited to very small parts. The work is 
easier to clean than buffed work. It is possible to form definite radii and 
micro-inch surface finishes. It can produce mirror finishes. 


Two media are used: steel balls or stones. Steel balls are used to 
produce a smooth lustrous finish. They remove almost no metal. Rather, 
they “iron out” the surface by the rolling and sliding burnishing shapes. 
Stones, on the other hand, remove excess metal in addition to producing 
a smooth finish. 


The burnishing compound serves as a lubricant between the parts 
and the burnishing medium and between the parts themselves. In this 
manner, a smooth finish is obtained, whereas, in its absence, seizure and 
scratching are easily possible. 


Often, the burnishing compound contains a brightening agent to 
remove metal oxides and yield a true metallic color. Lastly, the burnish- 
ing compound should have sufficient detergent action to remove traces 
of oil and other contaminants from the parts. 


The burnishing compound should be selected with care. It should 
suit both the work and the media. Wyandotte products for this use include: 
Light Alloy No. 1 Cleaner, Burnishing Compounds 317, 321, Burnek 22, 
Burnishing Powder and Neosuds*. 


By far the greater percentage of small parts can be finished in a 
barrel with few problems. As the parts become larger and more complex 
the difficulties do increase. But with ingenuity more and more types of 
work now considered too difficult or uneconomical will yield to improved 
techniques of barrel finishing. If you have a problem write us. 

*Reg. U. 8. Pat. OF. 


THE WYANDOTTE LINE— products for burnishing and burring, 
vat, electro, steam gun, washing machine and emulsion cleaning, 
paint stripping, acid pickling, related surface treatments and spray 
booth compounds. An all-purpose floor absorbent: Zorball. In 
fact, specialized products for every cleaning need. 


yandotie smo xcsss 


REG. U. S. PAT. OFF. 


Please send free copy of technical report giving information on barrel finishing. 


J 
Name. 


State 





on the movement of the adjacent 
portions of the charge becomes 
proportionately greater. This is 
intensified in practice because 
the depth of charge in a narrow 
barrel is always greater in rela- 
tion to the bulk of the charge 


use a mixed carrier containing 
two or three different chip 
sizes. Segregation can also be 
avoided to some extent by in- 
creasing the speed of revolution, 
but this may have adverse ef- 
fects on the finish. 





INFORMATION ON THE TI 
PROCESS AND MATERIALS 


For detailed information on the 
tumbling process or on the materials 


used in tumbling, circle the 


MBLING 


Barrel linings (5) 
Compounds, abrasive (6) 





ate number on one of the Reader 
Service Cards bound into this maga- 
zine. Drop the card in the moil—no 
postage is required. 


Complete tumbling process, barrels, 





quipment and supplies (1) 
Horizontal tumbling barrels (2) 
Tilting tumbling barrels (3) 
Plating barrels (4) 
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Compounds, burnishing (7) 

Media, chips (8) 

Media, metal shapes (9) 

Media, wood, leather, felt, etc. (10) 

Sawdust and drying compositions (11) 

Tumbling material handling equip- 
ment (12) 


Laboratory and engineering service 
(13) 


Contract tumbling service (14) 








than is the case in a wide barrel. 

In short, in a narrow barrel 
the components become more in- 
timately mixed from end to mid- 
dle than in a wide barrel. This 
promotes homogeneity of finish, 
but if the required standard of 
finish is in any case easily 
achievable the point is not of 
great importance. With com- 
ponents that show marked vari- 
ations of finish when tumbled 
in wide barrels an improvement 
can often be effected by chang- 
ging over to narrow ones or by 
partitioning the existing cham- 
bers, in some cases. 

The question of the particle 
size of the carrier is of con- 
siderable importance, but is 
closely bound up with the form 
of the components to be pro- 
cessed. If these are of thin sec- 
tion and the carrier is of high 
specific gravity, they tend to 
rise to the top of the charge 
unless the particle size of the 
carrier is small enough for it to 
enter convexities and hollow 
portions of the work. Since the 
size requirements from this 
point of view frequently do not 
agree with the size of carrier 
needed for most effective bur- 
nishing, it is often necessary to 
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The value of a fluid medium 
is two-fold; it both reduces the 
impact and promotes a thorough 
dispersion of the abrasive or 
lubricating agent. For this rea- 
son wet tumbling is used for 
burnishing rather than for flash 
or burr removal. Where gran- 
ite or other stone chips are used 
as the carrier, wet tumbling 
prevents the chips from becom- 
ing prematurely glazed. It must 
be remembered, nevertheless, 
that wet-tumbling components 
call for more exacting cleansing 
after removal from the barrel 
to remove all traces of the abra- 
sive. Moreover, unless they are 
to undergo further processing— 
such as barrel-plating—immedi- 
ately, they must be dried quick- 
ly in air before storage. 

In the dry deburring of small 
components by barreling certain 
difficulties are recurrent, and 
although they must usually be 
dealt with empirically some sug- 
gestions may perhaps be made 
for overcoming them. A fre- 
quent trouble is the breakage or 
distortion of fragile projections, 
which may result either from 
excessive impact or from the 
parts locking together. 

Remedies—in the order in 


which they should be tried— 
are: reduction of the speed of 
rotation, the use of a smaller 
charge, an increase in the ratio 
of carrier to work, an increase 
in the chip size of the carrier. 

Another fault, particularly 
characteristic of die castings, is 
the hammering-up of the flash 
along the wall of the component. 
This can usually be overcome 
by adding a quantity of tum- 
bling stars to the carrier. These 
are also of value when it proves 
difficult to remove fins cleanly 
from re-entrant angles on the 
components. 

The form of distortion where 
the edges of the component are 
are hammered back, results 
from tumbling the charge too 
long. It occurs most often when 
it is attempted to combine flash 
removal with burnishing. Usu- 
ally, a quick dry tumbling with 
large chips to remove fins 
should precede the burnishing 
tumble, whether the latter is 
carried out wet or dry. 

Objective of Operation 

Flash Removal. The breaking 
off of flash and blending of the 
parting line is entirely practical 
by barrel processing, provided 
the flash is not excessively thick, 
and its location is such that the 


BY CLOSING UP SURFACE POROSITY, 

barrel finishing is suited for pre-plating 

treatment of die castings. 
impingement of media and other 
castings will tend to break the 
flash rather than hammer it 
back against the wall of the 
casting. 

One processor has recom- 
mended a very slow barrel speed 
at the beginning of the cycle so 
that the sharp edges of flash 
will not. scratch or damage other 
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Elimination of Tedious Job And 
50 Percent Unit Saving 


A midwestern die caster 
produces approximately 70 
tons of die castings per 
day. Among the castings 
produced are some ex- 
tremely small irregularly 
shaped parts. 

Hand finishing of these 
parts, which included hand 
filing of burrs, was a slow 
and tedious process. Not 
only were labor costs per 
part rather high, but also 
the employes who were 
engaged at the task found 
it tedious and disagreeable. 

The company switched 
from hand operations to 
barrel finishing on more 
than 2500 different parts. 
The net result of this 
change was an average 50 
per cent reduction in the 
finishing costs of the die 
castings that were barrel 
finished. A result which 
cannot be calculated in 
terms of dollars and cents 
or percentages is the in- 
creased employe satisfac- 
tion with the elimination of 
difficult, tedious work. 

In one operation where 
die castings are being pre- 
pared for plating by hand, 
one operator and a helper 
working with four tum- 
bling barrels now do the 
work that required the 
services of eight semi- 
skilled employes. 

(From Economic Possibilities in Tum- 
ble Finishing, by Adolph Bregman. 
Presented at the 19th annual meeting 


of the American Society of Tool 
Engineers.) 











smooth surfaces. This should 
continue for five or 10 minutes, 
and then the barrel should be re- 
volved at higher speeds until the 
cutting down process has been 
accomplished, and then returned 
to a slower speed for higher 
color. 

Generally, flash removal is 
considered a part of the grind- 
ing or polishing operation, and 
there is a general similarity be- 
tween the recommended prac- 
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tices for these jobs, except for 
the longer cycle required for 
grinding and cutting down. 
Thus, a manufacturer who 
recommends bonded chips or 
steel slugs with a cleaning com- 
pound for flash removal, recom- 
mends a similar batch for grind- 
ing and deburring, except that 
for increasing the cutting ac- 
tion, he replaces the cleaning 
compound with an abrasive ma- 
terial. Length of cycle depends, 
of course, upon the amount of 
work to be done, and may be as 
short as 15 minutes, or, in the 
case of considerable cutting ac- 
tion, may require 12 hours. 
Where the natural grinding 
chips are called for by another 
manufacturer, a very similar 


flash removal cycle is called for 
using an abrasive compound 
with length of cycle ranging 
from 15 minutes to eight hours, 
but for cutting down, a longer 
operation is indicated, probably 
due to the somewhat finer abra- 
sive and softer natural bonding 
material. This latter factor may 
be used to influence the surface 
toward brightness, even on the 
cutting cycle. 

Zine diagonals are the choice 
of a processor who recommends 
an aluminum oxide abrasive for 
all cutting down jobs, and varies 
the length of cycle from one to 
10 hours. Almost all processors 
call for wet tumbling although 
one barrel manufacturer points 
out that dry processing with 


with GLOBE 


Available in 


Kiln-Dried Maple 


or Steel Shells 


Direct Motor Drive 


TILTING 
TUMBLING 
BARRELS 


Process thousands of pieces at 
one time—faster, better and at lower 
cost—with Globe Precision Tum- 
bling Barrels, dependable for 47 
years. Globe's exclusive six-way 
work shifting motion cuts tum- 
bling time and increases action. 
Speeds as low as 30 revolutions 
per minute assure finer finishes of 
non-ferrous metal parts. Motor is 
compactly mounted above the 
gear segment for space economy. 


Free Experimental Service 


Hupp’s Experimental Engineering 
Laboratory can show you how to cut 
finishing costs. Just send samples 
of the parts to be processed along 
with a finished part. Write today! 
There's no charge or obligation. 


Hupp Menvfactures a 
Complete Line of Tumbling Barrels 
and De-Burring Machines. 


HUPP CORPORATION 
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ivory chips and wood balls, to- 
gether with graded abrasive 
compounds, can be used for re- 
moving burrs and light flash 
from castings with good quality 
surface. 

Polishing. Either natural min- 
eral chips or synthetic bonded 
abrasives such as aluminum ox- 
ide graded lumps are used for 
polishing action, or a compar- 
able action may be developed by 
the use of organic media such as 
wooden pegs or ivory chips and 
an abrasive compound. 


Here again, there is a wide 
variation in the length of cycle 
recommended, due to the charac- 
ter of surface to be obtained, 
amount of metal to be removed, 
severity of the metal cutting ac- 
tion of the abrasive material, 
and the speed of rotation. It has 
generally been observed that the 
faster rotation speeds induce 
more rapid cutdown and coarser 
surfaces. If the polishing is to 
be followed by a coloring or 
burnishing, the cutting is usual- 
ly faster, since final finish is se- 


PRODUCTION a 
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SPOILAGE...... 
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- with this Procunier High Speed Tap Head 


Exclusive! 
PROCUNIER 
“Tap Saver” 


Prompt 
Dolivery ! 


The exclusive Pro 
ecunier ‘‘Tru-Grip’’ 
tap holder is lighter, 
smaller in diameter, 
It affords easier tap- 
ping close to walls or 
shoulders, eliminates 
“chewed” tap shanks. 
Holds tap true. 


Today you must speed up your produc- 
tion schedules . and at the same time 
reduce spoilage! The Procunier High Speed 
Tapping Head is precision-built for faster, 
consistently accurate production tapping. 
A host of exclusive Procunier features en- 
able you to maintain cleaner, sharper 
threads . . . with fewer broken taps, fewer 
spoiled pieces—even on accelerated pro- 
duction runs. 

HERE’ S WHY: Tap driving pressure is 

tically regulated by the amount of 
pressure applied to the unique Procunier 
friction clutch. Operators quickly learn to 
detect dull or “‘loaded”’ taps just by the 
pressure needed to drive them! This in- 
creased sensitivity enables even ‘‘green”’ 
operators to do more accurate tapping. 
“Blind’’ hole tapping may be done as easily 
as through tapping! WRITE TODAY for 
brochure giving full details and specifica- 
tions on Procunier High Speed Tap Heads. 
Also Available— 
NEW! Procunier “TAP KING” for large 
hole tapping. Capacity %” to 1” in steel; 
1¥e” in softer metals. 


ee 
Procunier 
Safety Chuck Company 


14-16 S. CLINTON ST. CHICAGO 6, ILL. 








PROCUNIER SAFETY CHUCK CO. 
14-16 S. Clinton St., Chicago 6, II. 
Gentlemen: 
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complete details, specifications and prices on 
the improved line of Procunier High speed 
Tapping Heads. 
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cured in the subsequent steps. 
Burnishing. Barrel finishing 
can be used to condition the sur- 
face of a die cast part without 
the removal of metal. This ac- 
complished by burnishing or col- 
oring. These two terms are al- 
most synonomous, and some bar- 
rel finishing technicians do not 
differentiate between them. 


Burnishing is a final finish- 
ing process on aluminum die 
castings, but it is used to pro- 
duce a high luster surface on 
zinc die castings suitable for 
plating. To some extent, it has 
a cold-working effect on the sur- 
face of the part. 

Burnishing can be accom- 
plished with steel balls, steel 
shapes or the softer mineral 
chips. Usually a burnishing com- 
pound is used, but steel balls and 
shapes are sometimes used with 
no other lubrication than water. 
This is largely governed by the 
shape of the die casting being 
burnished, since some shapes 
have a self-burnishing action. 
Speeds average 20 rpm for bur- 
nishing, and the cycle is rarely 
over two or three hours. Brass 
die castings take somewhat 
longer than those of other ma- 
terials. Great care must be taken 
in selecting a speed and load 
height, since it is essential that 
the parts do not nick each other. 

Several of the barrel finishing 
process companies have devel- 
oped combination processes, in 
which two or more operations 
are carried out without remov- 
ing the parts from the barrel. 


Although these processes vary 
from one company to another, 
they are similar in some re- 
spects. The barrel is loaded with 
die castings, cutting chips or 
shapes and an abrasive com- 
pound and started. When the 
grinding part of the cycle has 
been completed the barrel is 
stopped and the parts are wash- 
ed in the barrel. A finer media 
and a lubricating compound are 
added, and the barrel is started 
again. The second part of the cy- 
cle is a burnishing operation, 
and when the die castings are 
removed and washed, they are 
ready for plating. 

Special Operations. Among the 
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- - BEHR-MANNING BELT FINISHING METHODS 


help P. E. Guerin, Inc., of New York achieve 
that satiny "old world" finish on their brass 
products, so admired by lovers of fine 
craftsmanship. 


LIGHTNING® METALITE” Cloth Belts, 
with every sharp abrasive grain electro- 
coated in its sharp-end-up, best cutting 
position, and anchored firmly to the flexible 
cloth backing by the firm, double-grip of 
the DURABONDED® process, produce this 
finish free of scratches, marks and holi- 
days — and with assembly-line production 
speed and economy. 


Polishing ornate brass push 
plate, showing operator about 


to make downward pass on 
LIGHTNING METALITE 2240 


ngs Behr-Manning belts and engineering are 
arit belt. sa R putting contour and pre-plating finishing 


Oiling-out operation on brass 


ah plate, wring 2300 LIGHT. on a higher production plane everywhere. 


with light grease. 


See what they can do on your work. Write 
for a demonstration. Address Dept. DC-5. 


. BEHR-MANNING.'. troy, x. 


COATED ABRASIVES © SHARPENING STONES 
NORTON PRESSURE-SENSITIVE TAPES 
abrasives EXPORT: BEHR-MANNING OVERSEAS INC., NEW ROCHELLE, > 


MAY, 1951 Circle No. 185 on Reader Service Card for more information. 





t 
{ 
- 
rs 
* 
ta 
i 
4 
& 
{ 
- 
7 
? 
y 
. 
i 


special jobs for which barrels 
may be used in finishing die 
castings, other than the produc- 
tion of a mechanical cutting or 
burnishing action, are barrel 
plating, paint application, dry- 
ing of plated castings and gra- 
phite lubrication of lock parts. 


One major toy manufacturer 
reported recently that as much 
as 80 per cent of its electro- 
plating is being done in rotat- 
ing barrels. Barrel plating has 
certain similar economic ad- 


vantages to those claimed for 
the tumbling processes—elimi- 
nation of individual handling of 
each part. Although this proc- 
ess cannot be considered in de- 
tail here, there are a number 
of companies who specialize in 
the manufacture of this type of 
plating equipment. 

Application of paint by barrel 
operation is practiced by an- 
other manufacturer of small 
toys who tumbles thousands of 
very small die cast premium 
items and toys in tilting barrels, 














DU-LITE FINISHING PRODUCTS 


for Zinc and Zinc Die Castings 





& 
DU-LITE No. 42 CLEANER 


A highly efficient cleaner for electrolytic and soak clean- 
ing of soft metals prior to finishing, or in combination of 
both. Will not harm, etch, or stain. 





DU-LITE No. 8 Liquid Burnishing Compound 


For use in rotary burnishing operations on aluminum and 
zinc die castings. Leaves parts bright and velvety smooth. 





DU-LITE ZINC STRIPPER 


A fast action soak stripper. Especially for stripping zinc 
and inorganic finishes from steel parts. Does not attack 
or etch the steel surface. 





DU-LITE ZZ for Blackening Zinc 


Provides a highly resistant black finish for zinc die cast- 
ings. Process is easy to operate; finish is attractive and 
uniform. 





The Du-Lite Chemical Corporation backs these new prod- 
ucts for the Die Casting Industry with the same guaran- 
tee of results that has made the famous Du-Lite Black 
Oxide for steel parts the leader in its field. Du-Lite Field 
Engineers located in all industrial areas are available to 
help you with vour problems. 


m DU-LITE 


120 RIVER ROAD 


CHEMICAL 
CORPORATION 
@ MIDDLETOWN e@ CONN. 


“You Do It Right When You Use DU-LITE” 


then screens them and dries 
them in convection ovens. 

Quite common throughout the 
plating industry where die cast- 
ings or other small parts are 
processed, a quick barrel opera- 
tion using sawdust or ground up 
corn cobs or corn meal serves as 
a good dry-off after chrome 
plating to prevent castings from 
being spotted or streaked by the 
rinse water. 


Design for Tumbling 

Long before the die casting 
reaches the point of being 
dumped into a tumbling barrel, 
the process can be expedited by 
judicious planning of the parts 
and the exercise of reasonable 
care at the die casting machine. 

The product designer who 
knows that some type of barrel 
finish is to be part or all of the 
mechanical surface treatment, 
can make slight adjustments in 
contour, radii, surface detail or 
shape to facilitate the tumbling. 
He may thus be able to sidestep 
such difficulties as trapping 
tumbling compound or media, 
breaking off of fragile projec- 
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A COMMON TYPE of tumbling barrel is 
indicated, above, consisting of a horizon- 
tal octagonal unit of varying width. 


tions, obliterating surface detail 
or failure to reach all surfaces 
satisfactorily. 

Similarly, in the construction 
of the die casting die, location 
of parting lines can sometimes 
be changed to bring them into 
position where the barrel oper- 
ation will do the most effective 
job of removal. Furthermore, 
depending upon the specific 
shape and complexity of the 
part, it is possible to control 
the temperature, pressure and 
rate of flow of the molten metal 


DIE CASTINGS 





into the die to reduce or elimi- 
nate deep surface foliation and 
other defects which are diffi- 
cult to remove by any but the 
harshest abrasive action. 

A review of some of the tricks 
of designing die castings for 
tumbling was recently present- 
ed by DIE CASTINGS (March 
1951, page 25) and no attempt 
will be made here to repeat this 
information. However, it is pos- 
sible to accomplish such im- 
provements as reducing a 214 
hour deflashing tumble to a 


20 to 40 minute cycle by gang 
trimming small! die castings, 
leaving 0.002 to 0.004 clearance. 

Suggestions for overcoming 
the breakage of fragile projec- 
tions, of cleaning out flashed 
over openings were included. 
Other help which the product 
designer can supply is to make 
certain surface detail is deep 
and clear enough to withstand 
the abrasive action which sur- 
face conditioning requires. 
Sometimes this requires a slight- 

(Continued on Page 68) 
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Prolong the 
life of your 
DIES 


with 
PANGBORN Hydro-Finish | 


Pancacan Hydro-Finish pro- 
longs life of expensive Tools and Dies 
by cleaning and polishing to a precision 
tolerance of .0001”. Jobs that formerly 
took hours are done in minutes with 
Hydro-Finish! Fine mesh abrasives are 
used to clean and improve surface of 
die casting dies, rubber and glass molds, 
forging dies, and deep drawing dies, 
without excessive metal removal. 

Dies are clean, rapidly produce hard- 
ware finish and give maximum produc- 
tion without expensive hand mainte- 
nance! One man alone can operate a 


Quickly and economically blackens zinc die castings, zinc 


; Scam , Pangborn Hydro-Finish machine. 
plate and cadmium plate. 





PANGBORNITE — The 
best abrasive for all 
liquid blasting needs. 
Available in many mesh 
sizes for precision cleaning. 

GET THE FACTS on Hydro-Finish! 
Write today for Bulletin 1400-A to 
PANGBORN CORPORATION, 3500 
Pangborn Bivd., Hagerstown, Md. 


look to Pangborn for the latest developnrents 
in Blast Crsaning and Dust Control Equipment. 
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Attractive, durable finish that resists abrasion, most alkalis, 
acids and organic solvents. 


BLACK MAGIC Zinc Black makes an excellent bond for 
subsequent applications of paints and lacquers. 











Send us parts for sample processing without obligation. 


Also: BLACK MAGIC for Steel, Iron, Cadmium. Rustproofing oils, 
waxes, metal cleaners, heat treating sa}s. Send for catalog. 
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TUMB-L-MATIC helped 
Presto Lighter... 
TUMB-L-MATIC can help you. 


Presto Lighters Ltd., was unfamiliar 

with Tumb-L-Matic and was skeptical 

about cutting finishing costs with 
Tumb-L-Matic methods, but they were 
willing to be shown. And that is just what 
Tumb-L-Matic’s engineers did. They answered 
with a detailed study of Presto’s finishing 
operation ... analyzed a sample lighter and 
then recommended an individualized 

low-cost Tumb-L-Matic Process. More than 
Satisfactory results are indicated by Presto’s letter. 
Tumb-L-Matic is a proved process which 
scientifically combines equipment, 
compounds, supplies and techniques. 

It combines revolutionary new 

developments in definning, cutting, 
smoothing and polishing metal — no 

matter what the product’s size or shape. 


TRY IT BEFORE YOU BUY IT! 
Our experienced engineers analyze a sample (or 
cei ar ar ae 


jd awe with production data which enables you 

to figure finishing costs before you invest a cent. 
Sehdks mek selbsibonatvede panies’ or better still, 
send o sample. Bulletins on request. 


rere 


TUMB-L-MATIC, INc. 


FORMERLY LUPOMATIC INDUSTRIES, INC. 
4510 BULLARD AVE. * NEW YORK 70, N.Y. 
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Directory List of Tumbling Barrel Equipment and 
Supply Manufacturers 


(To find 
product 


products 
directory listing.) 


Abbe Enineering Co. 
4 ¢ oe ~ Street 
New Y« 7, N. ¥ 


Abbott Ball Co. 
1084 New Britain 
Hartford 10, Conn 


Ave 


Almco Division, Queen 
Stove Works, Inc. 
Albert Lea, Minn 


H. J. Astle Co. 
& Friendship Stree 
Providence, R. I 


Baird Machine Co. 


Stratford, Conn 


$47 North Cicero Ave 
Chicago 51, Ill 


Belke Mfg. Co. 


Cincinnati Cleaning & 
Finishing Machine Co. 

1951 Hecla Street 

Ironton, Ohio 


Crown Rheostat 

& Supply Co. 
3465 North Kimball Ave 
Chicago 13, Ill 


Daniels Plating Barrel 
& Supply Co. 

129 Oliver Stree 

Newark 5, N. J 


Du-Lite Chemical Corp. 
120 River Rd 


Middletown, Conn 


Enthone, Inc. 


442 Klm Street 
New Haven, Conn 


B. F. Goodrich Co. 
{48 South Main Street 
Akron, Ohio 


Goodyear Tire & 
Rubber Co. 

1144 Kast Market Street 

Akron 16, Ohio 


Globe ae Division, 
Hupp ¢ Corp. 

1250 West 76th Street 

Clev el ey 2, Ohio 


Grav-i-Flo Corp. 
400 Norwood Ave 
Sturgis, Mich 


Frederick Gumm 
Chemical Co., 
-8 Forest Street 

Kearny N 


Ine. 


Hartford Steel Ball Co. 
489 New Park Ave 


Hartford 6, Conn 


Henderson Bros. Co. 
132 South Leonard Street 
Waterbury, Conn 


manufacture 


by these companies consult 


Kube-Kut, Inc. 
625 Midland Ave 
Garfie'd, N. J 


Lasalco, Inc 
'820 LaSalle Street 
St. Louis 4, Mo 


Chas. F. L’Hommedieu 
& Sons Co. 

$521 Ogden Ave 

Chicago, Ill 


Manhattan Rubber Division, 
Raybestos-Manhattan, 
Inc. 

92 Townsend Street 

Passaic 2, N. J 

Michael Wood Products, 
Inc. 

635 Midland 


Ave 
Garfield J 


‘J. C. Miller Co. 


631 Chestnut Street 
Grand Rapids, Mich 


Minnesota Mining 
Mfg. Co. 

900 Fauquier Ave 

St. Paul 6, Minn 


D. J. Murray Mfg. Co. 
104 Murray Blvd 
Wausau, Wis 


Norton Co. 
0 New Bond Street 


Worcester 6, Mass 


Oakite Products, Inc. 


$44 Thames Street 
New York 6, N. Y 


N. Ransohoff, Inc. 
16 Mast 72nd Street 


Cincinnati 16, Ohio 


Reoleck, Inc. 


346 Kings Highway 
} airfield, Conn 


Roto-Finish Co. 
Milham Road 
Kalamazoo, Mict 


Sommers Bros. 
Broadway & Dest 
St. Louis, Mo 


Mfg. Co. 


ehan Sts 


Frederic B. Stevens, Inc. 
(Div. of Udylite Corp.) 
1800 18th Street 

Detroit 16, Mich 


Tumb-L -Matic, Inc. 
O8 Bullard Ave 
Ne w York 66, N. Y 


Udzite Corp. 
st Grand B 


hb 
Detr vit ‘tl Mich 


United States Rubber Co. 


1230 Ave. of the Americas 
New York 20, N. ¥ 


Wyandotte Chemicals Corp. 
Alkali Square 


Wyandotte, Mich 
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Product Listing COMPOUND, BURNISHING Grav-i-flow Corp 
. ; . aa Frederick Gumm Chemical Co., In« 
Almco Div., Queen Stove Works, Ine Lasalco, Inc 
BALLS, BURNISHING Belke Mfg <2 . » . Chas. F. L;Hommedieu & Sons Co 
Abbe Engineering Co. Date Plating Barrel & Supply Co J. C. Miller Co 
Abbott Ball Co. (burnishing and cut- ep . — Vorp N tansohoff, Inc 
ting down) Genea.t eo loto-Finish Co. 
Dantes hi tin Barrel & S ly Cc Proderick Guests Chemical Co., Inc Frederic B. Stevens, Inc 
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anion tna J. Cc. Miller Co COMPOUND, LUBRICATING 
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F Miller Co N Ransohoff, Ine Daniels Plating Barrel & Supply C 
N. Ransohoff, Inc Roto-Finish Co Enthone, Inc ; 
Roto-Finish Co Frederic B. Stevens, Inc Grav-i-flow Corp 
Frederic B. Stevens, Inc Wyandotte Chemicals Corp Frederick Gumm Chemical Co.. I1 
Tumb-L-Matic, Inc Tumb-L-Matic, In . . i r- ao 
sO Chas. F. L'Hommedieu & Sons Co 
J. Cc. Miller Co 
BARRELS, CLEANING COMPOUND, ABRASIVE Roto-Finish Co 
Cincinnati Cleaning & Finishing Ma- Almco Div., Queen Stove Works, Inc Frederic B. Stevens, Inc 
chinery Co Relke Mfg. Co Tumb-L-Matic, Inc 
Daniels Plating Barrel & Supply Co Wyandotte Chemicals Corp 





BARRELS, DRYING 
Baird Machine Co 
Belke Mfg. Co 
Cincinnati Cleaning & Finishing Ma- 
chinery Co 
Daniels Plating Barrel & Supply Co 
Grav-i-flow Corp 
Frederick Gumm Chemical Co., Inc 
Globe Stamping Div., Hupp Corp 
J. C. Miller Co 
N. Ransohoff, Ine 
Roto-Finish Co 
Frederic B. Stevens, Inc 
Tumb-L-Matic, Inc 


BARRELS, HORIZONTAL 

Almeco Div Queen Stove Works, Inc 
J Astle Co 

Baird Machine Co 

Belke Mfg. Co 

Crown Rheostat & Supply Co 

Daniels Plating Barrel & Supply Co 

Eenthone mh 

Globe Stamping Div Hupp Corp 

Grav-i-flow Corp 

Frederick Gumm Chemical 

Hartford Steel Ball Co 

Henderson Bros. Co 







































lL, Hommedieu & Sons Co 
J. C. Miller Co 
» J. Murphy Mfg. Co 


I 

N. Ransohoff, Inc 

Sag PR 
Roto-Finish Co 

I 

1 













Pred ic B. Stevens, Ine 


fumb-L-Matic, Ine 
BARRELS, PLATING PLATING PLUS 


Belke Mfg. Co 
Crown Rheostat & Supply Co , 
paniate Patines Barrel & Supply Co Barrel plate small parts in bulk; + Large load capacity 
Snthone, Ine 

Frederic hk Gamm Chemical Co Inc e + Fast plating 
Lasalco, Inc screw machine parts, small stamp- + Fastest and easiest 


‘has. F. L'Hommedieu & Sons Co ~ ~ 
J. Cc. Miller Co \ 4 
Sommers Bros. Mfg. Co ings, die castings, castings, plated unloading 


Frederic B. Stevens, Inc 


Udylite Corp c " + Compact and easy 
BARRELS, SPECIAL PROCESSING in DANIELS Type OLS Plating Bar- to install and 


Cincinnati Cleaning & Finishing Ma- rels effect tremendous savings in 


chinery Co 














operate 
: p + Rugged construc- 
BARRELS, TILTING labor and time, increased produc- tion for long life 
— <<a. : + DC current confined 
Relke Mfg. Co tion through plus features. te work 


Crown Rheostat & Supply Co 


Daniels Plating Barrel & Supply Co . “ + Lowest mointe- 
Enthone. Inc. Send for more information today. 

Grav -i-flow Corp none 
Frederick Gumm Chemical Co., In 


DARIIELS PLATING BARREL & SUPPLY CO. 















Globe Stamping Div., Hupp Corp 
Henderson Bros. Co 

Lasaleo, Ine 

Chas, F. L’'Hommedieu & Sons C 











Electroplating and Polishing Equipment and Supplies 
129 Oliver Street, Newark 5, N.J. © Tel. MArket 3-7450 





Frederic B. Stevenes, Inc 


BARRELS, VERTICAL 


Abbott Ball Co (Cutting down and 
burnishing) 
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Almco Div., 
Crown Rheostat & Supply Co 
Daniels Plating Barrel & Supply Co. 
Enthone, Ine. 

Grav-i-flow Corp 

Chas. F. L ‘Momsedion & Sons Co. 


Belke Mfg. Co 
Daniels Plating Barrel & Supply C 
Grav-i-flow Corp. 

Chas. F. L’'Hommedieu & Sons Co. 





COMPOUND, ACID TYPE 


Wyandotte Chemicals Corp. 


HOIST, BARREL LOADING 


Queen Stove Works, Inc. 


Cc. Miller Co. 


Roto-Finish Co. 
Frederic B. Stevens, Inc. 
Tumb-L-Matic, Inc. 


LINING, METAL 


(lead) 


c. Miller Co, 


Roto-Finish Co 
Frederic B. Stevens, Inc. 


NOW... simulate copper, brass and bronze on 
products like these with M&W PLATELUSTRE 


Don’t let critical metals put a needless 
crimp in your production! 

Take zine or steel—apply a coating of 
one of the new PLATELUSTRE 
finishes. You wind up with products 
and parts that look so much like 
copper, brass and bronze that the ey¢ 
can scarcely tell the difference! 

Whether you have been using now 
unavailable copper and its alloys for 
making products or for plating products, 


LINING, RUBBER 


Almeo Div., Queen Stove Works, 
Baird Mac =e Co. 

Belke Mfg. C 

Daniels Piating Barrel & Supply 
Enthone, Inc. 

Grav-i-flow Corp. 

B. F. Goodrich Co. 

Goodyear Tire & Rubber Co 


Frederick Gumm Chemical Co., Ine. 


Lasalco, Inc. 

Chas. F. L'Hommedieu & Sons Co 

Manhattan Rubber Div., 
Manhattan, Inc. 

J. C. Miller Co. 

Roto-Finish Co. 

Frederic B. Stevens, Inc. 

Tumb-L-Matic, Ine 

United States Rubber Co 


LINING, WOOD 


Abbott Ball Co 
Baird Machine Co. 


you will find these new M & W finishes 
equally effective in keeping your plant 
running. There are types for air- 
drying and baking schedules—pick 
the one that best fits your production 
requirements. 

Let an M & W Technical Service 
Engineer show you—right in your own 
plant—how easy these PLATELUSTRE 
coatings are to use, and what striking 
effects they produce. Or, if you prefer, 
write for free literature. 


PIONEERS IN PROTECTION 


Ray bestos- 
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Belke Mfg. Co 

Crown Rheostat & Supply Co 
Daniels Plating Barrel & Supply Co. 
Enthone, Inc 

Grav-i-flow Corp. 

Lasalco, Inc 

Chas. F. L'Hommedieu & Sons Co 
J. C. Miller Co. 

Roto-Finish Co 

Sommers Bros. Mfg. Co 

Frederic B. Stevens, Inc 
Tumb-L-Matiec, Inc 


SAWDUST AND DRYING COMPOSITIONS 
Almeo Div., Queen Stove Works, Inc. 
Belke Mfg. Co 

Daniels Plating Barrel & Supply Co 
Grav-i-flow Corp. 

Frederick Gumm Chemical Co., Ine. 
Lasalco, Inc 

Chas. F. L’'Hommedieu & Sons Co 

J. Cc. Miller Co 

Roto-Finish Co 

Frederic B. Stevens, Inc 
Tumb-L-Matie, In« 


TUMBLING, COMPLETE PROCESS 


Almco Div., Queen Stove Works, In¢ 
Crown Rheostat & Supply Co 
Daniels Plating Barrel & Supply Co 
mnthone Inc 

Grav-i-flow Corp 

Frederick Gumm Chemical Co., Inc 
Lasalco, Ine 

Chas. F. L’Hommedieu & Sons Co 

J. C. Miller Cc 

N. Ransohoff, Inc 

Roto-Finish Co 

Frederic B. Stevens, Inc 
Tumb-L-Matic, Inc 


TUMBLING, ENGINEERING SERVICE 
Almco Div., Queen Stove Works, Inc 
Belke Mfg. Co 
Crown Rheostat & Supply Co 
Daniels Plating Barrel & Supply Co 
Enthone, Inc 
Grav-i-flow Corp 
Frederick Gumm Chemical Co., Inc 
Globe Stamping Div Hupp Corp 
Chas, F. LL. Hommedieu & Sons Co 
J. C. Miller Co 
Minnesota Mining & Mfg. Co 
Roto-Finish Co 
Frederic B. Stevens, Ir 
Tumb-L-Matie, Inc 


TUMBLING MEDIA, CHIPS 
Almceo Div., Queen Stove Works, In: 
Belke Mfg. Co 
Crown Rheostat & Supply Co 
Daniels Plating Barrel & Supply Co 
Enthone, Inc 
Grav-i-flow Corp. 
Lasaleo, In¢ 
Chas. F. L'Hommedieu & Sons Co 
J. C. Miller Co 
Minnesota Mining & Mfg. Co 
Norton Co 
N Ransohoff Ine 

‘j Co 

Stevens, 

Tumb-L-Matic, Inc 


TUMBLING MEDIA, COMPOSITION 
Almco Div., Queen Stove Works, Inc 
Belke Mfg. Co 
Crown Rheostat & Supply Co 
Daniels Plating Barre! & Supply C 
Enthone, Inc 
Lasalco, Inc 
Chas. F. L'Hommedieu & Sons Co. 
J. C. Miller Co 
Minnesota Mining & Mfg. Co 
N. Ransohoff, Inc 
Roto-Finish Co 
Frederic B. Stevens, In« 
Tumb-L-Matic, In« 


TUMBLING MEDIA, METAL SHAPES 
Almeco Div Queen Stove Works, Inc 
Belke Mfg. C« 

Daniels ty Barrel & Ba te 
Frederic Gumm Chemical Co In 
Chas. F. L’'Hommedieu & Sons Co 
3. ¢ Miller Co 

N. Ransohoff, Inc 

Roto-Finish Co 

Frederic B. Stevens 

Tumb-L-Matic, Ine 


TUMBLING MEDIA; 
WOOD, LEATHER, FELT AND OTHER 
Kube ee, Inc 
Chas. F Hommedieu & Sons Co 
Mix hael Wood Products, Inc 
J. ¢ Miller C 
N. Ransohoff Inc 
Roto-Finish Co 
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ACO 


For additional information on the products appearing on this 
and the following pages, mark the key number of the item on 
one of the cards bound into this issue. Drop the card in the 
mail—no postage is required. 


COMPLETE CYCLE PLATING BARREL 


Plexiglass Plating Barrel Cylinder. 
Hanson-Van Winkle-Munning Co., Matawan, N. J. 


SPECIAL FEATURES: Barrel equipped with this cylinder can be 
used through complete plating cycle of cleaning, pickling and 


plating, since Plexiglass is impervious to both cyanide and alkaline 


solutions. 


SPECIFICATIONS: Cylinder 
185 F. Heads are 1” thick, panels 12” thick, “V” shaped panels to 
strengthen cylinder and improve tumbling action. 
flexible, hair pin type or disc contacts. For use with cyanide 
solutions only, cylinders will be supplied with 90-tooth gears and 
hangar arms of cast iron. Other cylinders will have 90-tooth Merlon 
or Plexiglass gears and rubber-covered cast iron hangars. 

For additional information circle No. 92 on the Reader Service card. 


Improved hangar arm construction. 


ONE-COAT MULTI-COLORED FINISH 
USING SINGLE GUN AND CONTAINER 


Plextone 
Maas & Waldstein Co., Newark, N. J. 


SPECIAL FEATURES: 
can be applied to almost any surface. 
of interlaced but separate colors. 


SPECIFICATIONS: 
container. Gives a tough washable finish with good hiding power. 
Has the appearance of leather, granite, marble and other multi- 
color materials. Colors can be mixed on the job to give the de- 
sired effect. 


It appears as a network 


For additional information circle No. 93 on the Reader Service card. | 


MACHINE CUTS ODD SHAPES 


Model 430 Nibbling Machine 
Campbell Machine Div., American Chain & 
Cable Co., Inc., Bridgeport, Conn. 


SPECIAL FEATURES: 
odd shapes in ferrous and non-ferrous materials. 


MAY, 1951 


guaranteed for temperatures to | 


Furnished with | 


The finish is either flat or glossy, and | 


Can be sprayed on with a single gun and | 


These machines are designed to produce | ' 
The work is said | 


such as the shells and rocket bombs 
illustrated, by sharply increasing pro- 


¥ —] $ \ 
ra 
Cc duction through the use of 
ELECTRO-FORMED METAL MASKS 


(Made by patented process) 
designed to fit into your conveyorized equipment. 


WE ALSO DESIGN, 
ENGINEER AND BUILD 


COMPLETE 
AUTOMATIC 
SPRAY 
EQUIPMENT 


(with or without masks) 


MASK WASHING eg : 

EQUIPMENT and © 

AIR-OPERATED 4 
CLAMPS, FIXTURES AND TOOLS for 


positioning parts in masks while painting or holding ports in 
place for other operations, such as welding. 
Plug-type masks for keeping depressed areas clear, while spray- 
ing background; lip-type masks for protecting the background 
while painting depressed areas; and block cutout plane surface 
type masks. 
Clean, sharply defined letters and decorative effects are obtained 
on intricate die castings, stampings and plastic forms by accurate 
control of painted areas with no fogged edges. Afterwiping or 
buffing off of overspray is unnecessary. The “loose” inside of 
letters and numerals, such as “O” and “6”, is held in position 
by arched bridging to eliminate objectionable “ties.” 

SEND COUPON NOW! 


CONFORMING MATRIX CORPORATION 
346 Toledo Factories Building Toledo 2, Ohio 


Please send, without obligation, detaiis on [) Hand masks; 
() Mechanical masking fixtures: [) Air-operated masking 
fixtures; [) Stationary automatic spray painting masking 
machines; (|) Rotary table automatic spray painting masking 
machines ; Quotation on masks for parts (or prints) which 
1 am forwarding. 

NAME 

FIRM 

STREET 


CITY & STATE 





oS MC CON RISA IO Le LAM ARIS 


DUMORE 


AUTOMATIC 
DRILL HEAD 


Mere is the most revolution- 
ary production tool ever of- 
fered to the small-drill user 
— a compact, completely 
automatic drill head with self- 
contained air, controlled feed 
and speed, and extreme flexi- 
bility of set-up. 

Because it operates at, but 
never over, optimum capacity 
of the drill, it gives you 
maximum production with 
minimum drill breakage — 
drill savings alone pay for 
the tool in short order on 
the majority of installations. 
See the New Automatic Drill 
Head at your Dumore Dis- 


Check these 
crclusive featumesa “% 
¥ More Holes per Minute 
Y Less Drill Breakage 


tributor or write today for | 


free 16-pg. bulletin. 


DDH-3¢ 


The DUMORE Company 


1300 17th STREET, RACINE, WISCONSIN 


Export Address: 13 E. 40th St., New York, N.Y., U.S.A 


Circle No. 43 on Reader Service Card. 


WHICH SOILS 
ARE HARDEST 
TO REMOVE? 


| buffing compound residues 
pigmented drawing compounds 
oils and greases 
| heat scale ] tarnish 
[] rust, oxides flux residues 
| carbon smuts rust preventives 


nonnn® scepter “lane 
1K, 


Technical Service Representatives in 
Principal Cities of U. S. & Canada 
——— 
—_—_ 


ue “areas METHODS * ger 
OAKITE PRODUCTS, INC. aig 
34G Thames St., New York 6,! 
the 
Tell me about Oakite methods for removing 


followimg soils: 


te anal 
ALSO send a FREE copy of your booklet Some & 


things to know about Metal € leaning” 
NAME 
COMPANY 


ADDRESS 


Circle No. 52 on Reader Service Card 
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| to be 40 to 60 times as fast as drilling and filing. 
left with surface smooth enough to eli 
tions. 

SPECIFICATIONS: Model 430 has a throat depth of 30 inches 
and will cut non-ferrous materials up to 14 inch. Material feeds 
equally well in all directions. Other models available to throat 
depth of 36 inches and cutting depth of % inch. 


Shapes are 
te most finishing opera- 





For additional information circle No. 94 on the Reader Service card. 


AUTOMATIC PAINT SPRAYER 


dutomatic Indexing Spraying Machine 
Conforming Matrix Corp., Toledo, Ohio 


SPECIAL FEATURES: Paints three colors simultaneously. Capacity 
18,000 pieces per eight-hour shift. Machine is entirely air-powered. 
Baffles and exhaust system prevent mixing of colors. Machine has 
only three controls. 

SPECIFICATIONS: Machine has eight masks, three for each color. 
Power supply is 90 pounds air pressure. Indexes 22 times per minute. 
Painting occurs during rest time automatically. One operator needed 
at each station to move parts from one mask to the next, and one 
operator to remove parts when finished. Uses 14 DeVilbiss spray 
guns underneath table. Paint is continuously circulated through 


ACCURACY TO .0001” 


FOR TOOL ROOM AND PRODUCTION 


IN PRECISE MOUNTS ON LATHES 
one OTHER MACHINE bg LE 
ECISE GRINDER-MILLERS WITH 
ryt P.AND SPEEDS FROM 20,000 
To¢ DO THE WORK 
OF SINGLE-PURPOSE MACHINES 
COSTING 100 TIMES AS MUCH! 


VERSATILITY. For cylindrical, internal 
external and form grinding; for milling 
with H.S. ste a} or tungsten cai 

midget mills ” micro-finishing and 
polishing se on wood lass, rubber 
lastics, or any metal ineluding the 
ardest alloy steel 
DURABILITY. Al! metal housing, rigid 
PRECISE quill, lubricant-sealed, micro- 
Precision pu 1/4 H. P. AC-DC 
motor 115 its) is protected by re- 
placeable fecctwens 
ATTACHABLE COOLFLEX SHAFT (op. 
tiona Quickly attached for bench 
work and handtool upplications. Same 


speeds, same precision vill i 
PRecise GRINDER MILLERS.“ ™ 


PRECISE PRODUCTS eo. 


Write FOR even 


Circle No. 33 on Reader Service Card. 
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lines and guns to maintain proper viscosity. 
Three controls regulate air for guns, cycling 
speed and amount of paint applied. Machine 
is automatically lubricated. 


Circle No. 95 on Reader Service Card for 
more information. 


TRIM AND PUNCH PRESS 


Speedex 5 Ton Dial Feed Punch 
Press 


O. F. de Castro & Associates, 
Los Angeles, Cal. 


SPECIAL FEATURES: This press is de- 
signed for trimming, punch'ng and press 
fitting die castings and other small and 


medium-sized parts. Indexing table has 
special arrangements to lock table in place 
while ram is in motion. 


SPECIFICATIONS: Five ton back-geared 
O. B. |. press. Semi-steel frame. Bronze 
bushed bearings. Back gear housing , has 
alloy shaft on sealed ball bearings. Avail- 
able in 1” or 2” stroke. Timing of index 
feed adjustable by rotating timing cam on 
crankshaft. Positive acting index feed re- 
ported accurate to .0002. Furnished with 
either 12”, 15” or 24” diameter index feeds. 


For additional information circle No. 96 on 
the Reader Service Card 


FLAT PLATE FOR TOOL WORK 
Micro-Flat 


Collins Granite Surface Plate Co., 
Los Angeles, Cal. 


SPECIAL FEATURES: A flat surface for 
laying out work in tool and die making, in 
spection and precision instrument assembly 
Said to cost less than cast iron, yet be hard- 
er than tool steel. 


SPECIFICATIONS: Made of black gran 
ite. Accuracy up to 50 millionths of an 
inch. Non-magnetic, non-deflecting, non- 
glaring and requires no oiling. Will not cor- 
rode. Available in sizes from 9” by 12” to 
54” by 108”. Life is said to be unlimited. 


For additional information circle No. 97 on 
the Reader Service Card. 
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How Leading Die Casters 


10 tion 
on these 


FINISHING 
OPERATIONS 


Getting parts to and from a ma- 
chine is one bottleneck that cuts 


ASSEMBLY 
BROACHING 
DRILLING 
GRINDING 
MILLING 
MARKING 
PUNCHING 
ROUTING 
SAWING 
TAPPING 
TURNING 


into machine output. Hand feeding of spindles or other tool holders is a 
second. Hand clamping of parts into jigs or fixtures is a third. 


Die casters who apply standard Bellows “Controlled-Air-Power” tool 
or work feeders, and work holding and clamping devices to their present 
machines, or who incorporate them in special purpose tool room built 


cast record 


sinc die 80 per bour 
» on 


from 40 10 


‘Air-Power 


Our latest Foto 
Facts File? Actual 
case histories sent 
us by leading 


: complete with 
° 


machines, report production gains 
of 25, 50, 75% or more. 

These versatile, inexpensive, easily 
installed pneumatic power units 
feed tools with the sensitive touch 
of a skilled operator; they feed 
parts quickly and accurately to 
machines; they clamp and hold 
parts in position, release and 
eject them. The machine sets the 
production pace, yet the elimina- 
tion of operator fatigue is so 
pronounced that frequently one 
operator can run two or more 
machines, 


- more 
) Press Feed 

4 Bellows Drrduction . reaming 

ben pole in die cast 

FF 49-881. 


photographs, wiring diagrams, etc. 


u’ll be interested, too, in reading our new bulletin “Faster, 
Safer, Better Production.” They're free on request. Write The 


os 


Sat ae i=) OL Oh. 4— i Ore? 


Bellows Co., Dept. DC551, Akron 9, Ohio. 


1219-1 


AKRON 9, OHIO 


FASTER SAFER, BETTER 


Circle No. 40 on Reader Service Card for more information. 


PRODUCTION 


WITH CONTROLLED-AIR-POWER 
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ABRASIVE EXPERT helps customers at one of the new 3M Demonstration Rooms. 


Grinding problems? Bring them 


to a 3M Demonstration Room! 


Grinding costs too high, production too slow? You can get 
fast, expert help at the nearest 3M Demonstration Room, 
staffed with 3M Methods Engineers. 

Skilled operators will grind samples from your production 
line, work out new methods and recommend the type of coated 
abrasive that’s best, most economical for the particular job. 

Come in anytime with any kind of problem—from heavy 
grinding to fine finishing. Chances are we can assist you. 3M 
Demonstration Rooms: Boston, Chicago, Cincinnati, Cleveland, 
Detroit, Grand Rapids, Los Angeles, New York, Philadelphia, 
St. Louis, St. Paul, San Francisco, and Seattle. Send the coupon 
below for further information. 


Minnesota Mining & Mfg. Co., 
St. Paul 6, Minn. 


Dept. DC551 


ABRASIVE 
BELTS 


_] Please have a 3M Methods Engineer call. 


[| Please send copy of new “Step Up Production” 
booklet explaining the 3M Method of Grinding and 
Finishing 


Made in U.S.A. by MINNESOTA MINING & MFG. CO., St. Paul 6, Minn., also makers 
of “‘Scotch” Brand Pressure-sensitive Tapes, ‘“Sctoch”’ Sound Recording Tape, ‘‘Underseal”’ 
Rubberized Coating, ‘‘Scotchlite” Reflective Sheeting, “‘Safety-Walk”” Non-Slip Surfacing, 
“3M” Adhesives. General Export: Durex Abrasives Corp., New Rochelle, N. Y. In Canada: 
Canadian Durex Abrasives Ltd., Brantford, Ontario. 
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SIGNAL CORPS CONTRACT 


(Continued from Page 36) 





necessary to straighten them on 
a press before assembling. 

Weight has been kept well be- 

low the specifications. With a 
| die cast aluminum front cover 
and two-piece deep drawn alu- 
| minum shell, the complete unit 
weighs about 1314 pounds. 

In addition to the water test- 
| ing mentioned above, a number 
| of other severe tests are per- 
| formed requiring the highest 
| calibre performance from both 

the housing parts and the elec- 

| tronic components. The Multi- 
meter is vibrated on a special 
vibration table, and it is given 
a shock test on the rear of a 
truck with steel plate flooring. 
The truck is driven over a rough 
course simulating actual service 
conditions under which the Mul- 
timeter may be expected to 
operate. 

The fully loaded case is drop- 
ped 40 inches onto a concrete 
floor to test it for shock resist- 
ance. It is also placed in a salt 
spray chamber, tested for re- 
sistance to fungus growth, given 
a humidity test and submitted 
to a temperature cycling test. 

The use of an aluminum die 
casting for the major structural 
element has been an important 
factor in the successful manu- 
facture of the Multimeter. Its 
strength and stability, and the 
adequate protection of its sur- 
faces by secondary processing, 
has enabled us to produce a 
piece of equipment which meets 
all performance specs, and also 
to show a reasonable profit for 
our work. 


R. L. McCANN ELECTED PRESI- 
DENT OF NEW JERSEY ZINC 
At a recent meeting of the 
| board of directors of the New 
Jersey Zinc Co., R. L. McCann 
was elected president of the 
| company. Mr. McCann succeeds 
Henry Hardenbergh, who was 
elected chairman of the board. 
Mr. McCann was formerly 
| general manager of mines of the 


| company. 
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HACNONE anamal st 


SAAD MONS OF Fao ES 


ENAMEL STRIPPERS... soi vo order 


Enthone’s procedure for selecting scientifically the best stripper for paints, 
varnishes, lacquers or enamels is simple. You fill out a questionnaire and send it with typical samples of 
parts to be stripped to New Haven. Here, skilled chemists test the action of many 
production-proven sirippers. If none of these meets the requirements, a new stripper will be developed. Our 

experience of 15 years in solving strippin'g problems is at your service. 


Write for check list . . . © 


Sixty Products and Processes fo: Metal Finishing 


Circle No. 30 on Reader Service Card for more information. 442 Elm Street, New Haven, Conn. 
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USEFUL LITERATURE 


For additional information on the products appearing on this 
and the following pages, mark the key number of the item on 
the card bound into this issue. Drop card in the mail—no 
postage is required. 


BUFFING COMPOUND REMOVAL: 


How to eliminate hand work and reduce plating 
rejects due to inadequate removal of tripoli buff- 
ing compound is described in literature available 
from the Magnus Chemical Co 


POLISHING, BUFFING, GRINDING 
EQUIPMENT: 
Information on polishing, buffing and grinding 
equipment manufactured by the Murray - Way 
Corp. is given in a company catalog. Two new 
polishing heads are included in the items covered. 


TUNGSTEN CARBIDE TOOL LINE: 
Solid tungsten carbide tools, including rotary 
files, reamers, end mills, boring bits, grinding 
tools, knurls, small countersinks and drills, man- 
ufactured by the Atrax Co. are shown in a cata- 
log issued by the company 


POLISHING WITH POWER BRUSHES: 
Power driven brushes for cleaning, grinding and 
polishing, as well as paint, varnish, chip removal 
and maintenance brushes are shown in a 76-page 
catalog from the Osborn Mfg. Co. The catalog 
has a section devoted to helping the user se- 
lect brushes for specific jobs 


GOVERNMENT SPECIFICATIONS FOR 
SURFACE TREATMENT: 
Designed to be attached to the company’s gen- 
eral Prep products brochure, this sheet gives gov 
ernment specifications for surface treatments on 
metal and gives the name of the Neilson Chemical 
Co. product which meets that specification 


CHROME PLATING SERVICE DESCRIBED: 


A new plating plant which will do chrome plat- 
ing for industrial concerns is described in a fold- 
er available from the Cro-Plate Co. Inc. The 
company also manufactures the Cro-Hone, a wet 
blasting unit, and the Cro-Plater, a complete 
chromium plating unit 


AMORPHOUS PHOSPHATE COATINGS FOR 
PROTECTING ALUMINUM: 


\lodizing, a chemical process that is used to 
form a protective and paint-bonding coating on 
aluminum, is described in literature available from 
the American Chemical Paint Co. The amor- 
phous phosphate coating is integral with the sur- 
face of the aluminum. 


SYNTHETIC ENAMEL RESEMBLES CHROMIUM: 


A synthetic enamel that is said by the manufac- 
turer to resemble chromium is described in liter- 
ature available from the Maas & Waldstein Co. 
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NEW CARBIDE TOOLS FOR OLD: 


Literature on carbide tool regrinding and rework- 
ing is available from Severance Tool Industries, 
Inc. The company’s facilities for salvaging worn 
or discarded tools and reworking new tools to 
meet present requirements are available without 
DO ratings 


POLISHING AND BUFFING ACCESSORIES: 


Backstand belt equipment, as well as other pro- 
duction polishing and buffing accessories, is il 
lustrated and described in a catalog available 
from the Manderscheid Company. One item 
shown is a backstand idler which can be quick 
ly adjusted for any length belt from 84 to 168 


inches. 


BRIGHT FINISH AS CHROME SUBSTITUTE: 
Replacement of chrome finishing by the use of 
Iridite chemicals is the subject of an Allied Re 
search Products, Inc., bulletin. Comparisons are 
given of appearance, corrosion resistance and 
abrasion resistance of the finished surface. 


CHEMICALLY PURE WATER: 
Tap water can be converted to chemically pure 
water equivalent to triple-distilled water with a 
filter called the Enley Demon, according to the 
manufacturer. Descriptive literature is available 
from Enley Products, Inc 


REMOVING OIL, GREASE, DIRT: 


Oil, grease, carbon, dirt and paint removal by 
the solvent detergent method is the subject of a 
24-page illustrated booklet offered by Oakite Prod 
ucts, Inc. 


SOFT ABRASIVE BLAST CLEANING: 
Grits such as ground corn cobs, walnut shells, peach 
pits and sawdust are used in the removal of grease 
and dirt by blasting from parts without damag 
ing the parts’ surfaces. Details and illustrations 
are included in a bulletin issued by the Pangborn 
Corp 


PORTABLE HARDNESS TESTER: 
A portable, direct-reading hardness tester is de 
scribed in literature offered by Newage Interna 
tional, In The device weighs 30 ounces, and 
gives a direct reading when the handles on the 
sides are pressed 


CLEANING, COATING SIMULTANEOUSLY: 


\ wipe-off metal cleaner that leaves a phosphate 
coating is being manufactured by Westville Labora 
tories The cleaner, called Metal-Redi, is said to 
leave a firm bond for all types of paint. Literature 
available from the company 


HIGH-LUSTRE FINISH FOR DIE CASTINGS: 


\ high-lustre baked-on finish designed to replace 
brass plating on zinc alloy and aluminum die cast 
parts is described in literature offered by Standard 


Industrial Products 
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“TWIN” MODEL DBO-1 


THE LARGEST 
SELLING BARREL 
FINISHING MACHINE 
IN AMERICA! 
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. Se canta 
basic types of ebrasive chips and compounds. 


Ge Supersheen 


AMERICA’S LARGEST MANUFACTURER OF ADVANCED BARREL 
FINISHING EQUIPMENT— MATERIALS AND COMPOUNDS 
ALBERT LEA, MINNESOTA 








NATIONWIDE SWING 
TO BARREL FINISHING 
BY METAL 
FINISHING INDUSTRIES 


Almco Supersheen ADVANCED barrel finishing 
equipment has solved the manpower problem 
in the finishing department for many manvu- 
facturers. Many more manufacturers cre now 
moking installations of this labor-saving 
equipment. It is an investment thet pays off 
handsomely in direct labor savings, increased 
production and better finishes (TO ALMOST 
ANY DESIRED MICRO-INCH READING) 


FINISHING COSTS SLASHED 


Where the advanced Supersheen barrel pro- 
cess is used, there is no lower-cost method 
of finishing metal parts. Some manvfacturers 
report that Almco Supersheen equipment has 
poid for itself in only two months. We know 
of no installation that hasn’t paid for itself 
in less thon a year. A single unit installation 
replaces from two to twelve men. In ten 
typical Supersheen installations, finishing costs 
average 80.1% less than former methods — 
from 48% on a threaded cast iron pipe “T” 
to 95% savings on a small trigger with intri- 
cate configurations. 
ABSOLUTE CONTROL— 
MAXIMUM VERSATILITY 
Advanced barrel finishing is the only mass 
finishing method with absolute control over 
results. By varying certain operating condi- 
tions, it is possible to produce almost any 
desired finish. The Almco Supershoen process 
is now used in a of - 
deburring, grinding, cutting down, cleaning, 
forming uniform micro-exact radii, improving 
surface finish, reducing surface porosity, 
finishing threaded and intricate parts, remov- 
ing paint, coloring, burnishing, etc. 


FREE SAMPLE PROCESSING 
Almco maintains America’s largest and most 
complete sample p g and ch 
facilities. Sample processing is done on a 
no-charge basis. We invite YOUR samples 
ond inquiry. 








This new booklet 
will really open 
your eyes to AD- 
VANCED Barrel Fin- 
ishing! Write for 
Booklet 0.5 





ALMCO Supersheen, Albert Lea, Minn. 


() Please send FREE copy of your Booklet 
No. D5 
(CC Also send latest catalog. 


NAME __ 
ADDRESS 
city 
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The right tools mean an efficient, economi- 
cal job. That’s why more die cast users are 
turning to Lester Castings, Inc. They know 
that they can count on dependable die cast- 
ing service. Why? Because Lester Castings 
has the best equipment available (including 
engineering and production know-how) for 
meeting the most rigid requirements. We'll 
be pleased to discuss your die casting 
needs. Write or call us today—no obligation. 


LESTER CASTINGS, 


BATTELLE INSTITUTE CREATES NEW POST 

Dr. Bruce W. Gonser has been appointed to a 

| newly created assistant directorship at the Bat- 
telle Memorial Institute, Columbus, Ohio. He 
will be in charge of the less common metals there. 
The Institute has a budget exceeding one million 
dollars a year for research on these metals. 

Dr. Gonser, who holds degrees from Purdue 
University, University of Utah and Harvard Uni- 
versity, has been with the Institute since 1934, 
after being associated with the American Smelting 
& Refining Co., the Superior Zinc Corp. and the 
National Radiator Corp. 

Dr. Gonser has been active for many years in 
the Tin Research Institute, the Electrochemical 
Society, the American Institute of Mining and 
Metallurgical Engineers, the American Society 
for Metals and the American Society for Testing 
Materials. 


Y. F. HARDCASTLE OF PENNSALT DIES; 
WITH COMPANY 40 YEARS 
Yellott F. Hardcastle, a director of the Pennsy!l- 
vania Salt Mfg. Co., Philadelphia, died February 
4, 1951. 
Mr. Hardcastle joined the company in 1909. 
He became vice-president in charge of manufac- 
INC turing in 1928, and held this position until he 
* | retired in 1949. He was elected a director of the 


3170 WEST 33rd ST., CLEVELAND, OHIO company in 1948, a position he held at the time 
of his death. 


Tl 


FLTING FURNACES 


DESIGNED ESPECIALLY 
FOR DIE CASTING 


Known and respected wherever the melting of tin, lead, 
zinc, other soft metals and aluminum is required, Eclipse Melting 
Furnaces are favorites in the die casting field. ¢ Cast iron 
pots are lined with 41/” first quality fire-brick, 21/9” insulation 
in side-wall and a Tapered Rammed Refractory Bottom. « 
Gas-fired, retention-type burners with continuous burning 
pilots locate heat at points of maximum heat transfer. 

The McKee Low Pressure Proportional Mixer provides proper 
Air-Gas ratio. ¢ The result is high production and low 
maintenance costs. Write us for Bulletin C-1A. 
Representatives in principal cities. 


The Eclipse SM-22 Melting Furnace (at left), with a pot size 22/9 by 1414 
inches, has a pot capacity as follows: tin, 1100 Ibs.; lead, 1800 Ibs.; zinc, 
1170 Ibs.; aluminum, 440 Ibs. Other sizes available, both larger and smaller. 


Eclipse Fuel Engineering Company McKee 


723 SOUTH MAIN STREET ILLINOIS Eclipse 
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Book reviews, abstracts of current articles 
and descriptions of products and processes 
of special interest to the designers, pur- 
chasers and finishers of die castings are in- 
cluded in this department 


FIRST SAFETY MANUAL 

FOR DIE CASTING INDUSTRY 

TO BE ISSUED BY ADCI 

SAFETY IN THE DIE 
CASTING PLANT is the sub- 
ject of a new 78-page manual 
which comes off the presses this 
month. This manual, written 
by die casters who have made 
an intensive study of safety 
procedures and equipment, is de- 
signed to be of particular assist- 
ance to small and medium-sized 
die casting plants. 

This first complete study of 
safety in the die casting field 
has been carried out as a proj- 
ect of the American Die Casting 
Institute, 366 Madison Ave., 
New York 17, N. Y., from which 
copies can be obtained. Price 
of the publication is $5.00. 

The first section deals with 
general plant procedures, includ- 
ing methods of setting up a safe- 
ty system. Another section 
deals with departmental recom- 
mendations, giving each depart- 
ment, from materials receiving 
to packing and shipping, a cov- 
erage of safety methods and 
hints for safe operation of ma- 
chines and equipment. A special 
appendix contains blueprints of 
safety devices, typical record 
and report forms and a list of 
safety organizations, textbooks 
and literature and periodicals. 


HOW TO RUN A LATHE 
South Bend Lathe Works, South Bend, Ind., 
50th ed., 128 pages, $.25 paper-bound, $1.00 

imitation leather-bound 
The 50th edition of How To 
Run A Lathe is intended to be a 
source of reference for skilled 
machinists and a textbook for 
students. It contains 11 chap- 
ters written in non-technical 
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language to make it easy for the 
beginner to understand. 

The text covers such items as 
the correct installation and level- 


ing of the lathe, grinding cutter 
bits, turning, boring, thread 
cutting, taper turning, drilling, 
reaming, tapping, machinability 


oi FEDERAL 


AND BE SURE OF SATISFACTION / 


ACCURACY: COMPLEXITY 
STRENGTH* ECONOMY 


TYTTTTTTT 
i\\\\ \ 


FRONT VIEW 


Ir Produced By Any Other 
Method Than Die Casting 
the Cost of This PRECI- 
SION INST RU MENT HOUS- 
ING Would Probably Be 
Prohibitive In Stamped 
Form This Part Would Be 
oem ult to Reproduce with 
Tox ost Much Greater 
Than Die Casting 
FEDERAL Has Tooled and 
Produced This 4 x 6 x 1 
inch Zir Alloy Die Casting 
with W all Sections as Thin 
is 031 Intricate Coring 
Accuracy and Tia wiess 
Surface Finish Are Other 
Important Requirements 





PHONE 


FEDERAL built dies and high pressure casting equip- 
ment with water hydraulic injection assure die castings 
of GREATER DENSITY ond BETTER FINISH 


ARM 


REAR VIEW 


aoa 
FEDERAL pie castine C0. 


2220 N.ELSTON AVE dey 14, 


TAGE 6-48 





rating and cutting speeds for 
various kinds of steels; stand- 
ard tolerances for press fits, 
running fits, push fits and slid- 
ing fits; allowances for finish- 
ing turning, filing, polishing, 
grinding, reaming, lapping and 
honing. 


METALWORKING LUBRICANTS 


By E. L. H. BASTIAN 
McGraw-Hill, New York, N. Y., 357 pages, 
$6.00. 


The nature, selection and ap- 
plication of lubricants and 


DURING WAR 


WE SERVED! 


It WE SHIPPED 


OVER 15,000 
HOSE BIBBS PER CUT 


TO U. S. MARINES, SEABEES 
AND ENGINEERS IN 
THE SOUTH PACIFIC 


fluids are discussed in this book, 
which covers all types of fluids 
and compounds used to facili- 
tate metalworking processes. 

Although it deals primarily 
with practical plant and shop 
problems, the book also contains 
technical and theoretical explan- 
ations of the problems involved 
in the use of metalworking 
fluids and lubricants. 

One chapter is devoted to 
mold coatings. A section of this 
chapter deals with die lubricants 
for die casting operations. Some 











Mokers of 
Certified 
Zinc Alloy 
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SO RAPIDLY. 


conditions. 


ONLY BY PRESSURE DIE CASTING OF ZAMAK 
ZINC ALLOYS COULD THE DELIVERIES BE MADE 
The bibbs were ‘“Cronak” treated 
to meet A. and N. specifications for high humidity 








2313 East 51st St. 


MEMBER OF AMERICAN 


UNION DIE CASTING CO., Ltd. 


| formation on 


| the electrodeposition 





Los Angeles 58, Cal. 


DIE CASTING INSTITUTE 


old rule-of-thumb formulas are 
given, together with more re- 
cently developed compounds, 
such as the silicones. 


AMORPHOUS PHOSPHATE 
COATINGS FOR PROTECTION 
OF ALUMINUM ALLOYS AND 

FOR PAINT ADHESION 
By ALFRED DOUTY and 
F. P. SPRUANCE, JR 


Reprinted from the 36th Annual Proceedings 
of the American Electroplater’s Society. 
Available on request from the American 
Chemical Paint Co., Ambler, Pa. 24 pages 

This report, as the title indi- 
cates, deals with an amorphous 
phosphate coating for alumin- 
um. The new coating is com- 
pared to the common forms of 
aluminum protection by adher- 
ent inorganic coatings, as to 
structure, adherence, corrosion 
resistance and its other proper- 
ties. Complete tables and charts 
show the results of the work on 
this coating, and although at the 
time of the report the work was 
not complete, a good deal of in- 
the application 
and characteristics of the coat- 
ing is given. 


Primarily, according to the 


| report, work was started on this 


project with the object of in- 
creasing the adhesion of paint 


| to aluminum and to lengthen the 
| life of painted aluminum arti- 


cles. It was realized after work 


| had progressed that the film 
| itself 
| properties, and development was 
| begun to improve these proper- 
| ties. 


had_ corrosion-resistant 


No crystalline structure 
of diffraction pattern has been 
detected in the coating. It is 
dense, rather hard, and appar- 
ently non-porous. It is not ab- 
sorptive and cannot be dyed or 
stained. Coatings of normal 
thickness show high electrical 
resistance. 


WILLIAM BLUM HONORED 

Dr. William Blum, chief* of 
section, 
National Bureau of Standards, 
has been honored by the Elec- 
trodepositor’s Technical Society 


| of London, England, by his elec- 
| tion as an honorary member. 
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| Are You Getting 
a2 
Ose, (1), Mahing Farecy end. Heed the Best Castings 


for Lead, Zinc or Die Cast Metal. 
2,000 Ib. Capacity. Apply: c 
UNIVERSAL BRASS WORKS Made e 
1347 Noble Street 4 
Philadelphia 23, Pennyslvania . 
Telephone, MArket 7-6562 











PURCHASES DIE CASTING PLANT 


Product Engineering Co., CENTRAL SERVICES PROVIDE: 
Portland, Oregon, has expanded 
its operation with the purchase 
P " : Central offers com- 
of all die casting machinery be- | plete modem fecili- 
longing to the Pacific Die Cast- ties, strategically : : 
ing Company of the same city, located which assures © Die and Tool making 
according to Ralph D. McGilvra, | 7% % Setting prompt 
- dependable service 
president. on the best castings 
The sale included all die cast- made. Make use of ovr complete service and mail in your 
defense production requirements for prompt quotation. 


@ Complete engineering and design service 


® Wide range of quality aluminum and zinc alloys 


® Machining and finishing facilities 


ing and related equipment for- 
merly operated by Pacific. In 
addition to the machinery, Prod- 
uct Engineering Co. has added 
all personnel formerly employed 
by Pacific in their die casting 
department. 








Shop Foremen Say: 


“When You Need 


ZAMAK anc us 


DIE CASTING 
ALLOYS 


ne HENNING 
PRODUCTS | CAN'T BE BEAT!" 


SINCE Ask any man who has worked with our 
product and he'll give you a dozen reasons 

19 i 0 Phone in five minutes why he wouldn't use any 

HYacinth 7-34:'0 other. Try it and be convinced. 


SEND BLUEPRINTS OR | HENNING BROS. & SMITH INC. 
SAMPLES FOR QUOTATIONS ff 95 SCOTT AVE., BROOKLYN 6, NEW YORK 


358 CENTRAL AVENUE 
EAST ORANGE, N. J. 
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You’RE SURE OF QUALITY AND SERVICE 
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“| (ZINC BAS 
/DIE CAST ALLOYS 


Reg ts 
= - 


oad “ 
Sex Sta. ‘ 
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Complete facilities plus modern production 
methods enables you to get high quality labora- 
tory controlled zinc alloy which complies with 
ASTM and SAE specifications. Users of CERTIFIED 
receive prompt and dependable service for 
their requirements. 


BEDFORD, OHIO 


fortity Your 


PRODUCTION WITH 
‘Fort CASTINGS 


Careful attention to your production require- 
ments is a cardinal rule at Fort Die Casting 
Corporation. You are assured of accuracy in 
meeting your specifications, controlled quality 
of metal and speedy delivery of the finished 
castings. In addition, Fort Engineers will be 
glad to assist you in adapting your designs 
to take full advantage of the quality and 
economy of the die casting 
process. 


Call or write FORT Die Casting Corporo- 
tion for competent engineering advice 
on the use of die castings in your jro- 
duction. 


ALUMINUM-ZINC-LEAD CASTINGS 
“Certified Analysis Alloys’’ 





FORT DIE CASTING CORP. 
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BARREL FINISHING 


(Continued from Page 53 





ly deeper embossing or intaglio 
effect, or a broadening of the 
base of some lettering. 

If flashed over openings can 
be placed so that it is possible 
to die trim them, prior to tum- 
bling, the operation will be sim- 
plified. There is a difference 
of opinion among tumbling spe- 
cialists concerning the success 
of removing flash from such 
openings, although the selection 
of proper tumbling medium and 
the addition of appropriate met- 
al shapes such as tumbling stars 
to the batch are being employed 
successfully in some cases. 

Location and size of cored 
holes is determined by function- 
al needs of the product and can 
rarely be adjusted to conform 
with tumbling practice. How- 
ever, selection of proper size of 


| tumbling media will eliminate 


catching of chips in blind holes 
or the damaging of internal 
screw threads. 


rf a NC 
ALUMINUM 


die Castings of hi 

est quality weday 
on modern, fast 
equipment. Guaran. 
ced Satisfaction 
rompt service, = 


Tell us your 
Send blueprints ty 
tains for quota. 
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ao obligation, 





From the foregoing, it should 
be obvious to the production fin- 
ishing man that barrel finishing 
offers many possibilities in low- 
ering costs and obtaining a bet- 
ter surface. The advantages of 
barrel finishing in processing 
large quantities of die cast parts 
in a minimum amount of time 
are also worth consideration. 

Barrel finishing, however, is 


not a cure-all. Certain die cast- | 
ings will be out of the barrel | 


finishing picture because of 
size, shape, deep recessed holes 
that require a bright finish and 
parts where selectivity of finish 
is desired. 

In any event, before deciding 
on barrel finishing for a given 
part, the production engineer 
should consult one of the com- 
panies specializing in the field. 


Many of these companies main- | 


tain completely equipped and 
well-staffed laboratories which 
are in a position to decide 
whether barrel finishing is prac- 
tical and economical for a cer- 
tain die casting; and if barrel 
finishing is to be used, they can 
recommend media compounds, 
barrel speeds, time cycles. and 
other factors to give the finisher 
the best possible results. 

Barrel finishing has only re- 
cently evolved from a method of 
rough finishing of iron sand 
castings to a precision method of 
high-lustre finishing metal 
parts. Die castings, which are 
usually comparatively small, 
easily worked and produced in 
large quantities, should continue 
to benefit from advances in the 
barrel finishing process. 


*The editors of DIE CASTINGS wish 
to thank the many individuals and com- 
panies who have contributed information 
for this presentation on the barrel finish- 
ing of die cast parts. Among the sources 
of information have been the following: 


Almco Div., Queen Stove Works, Inc. 
Enthone, Inc. 

Grav-i-Fio Corp 

Frederick Gumm Chemical Co., Inc. 
Minnesota Mining & Mfg. Co. 
Metals Finishing Corp. 

D. J. Murray Mfg. Co. 

Norton Co. 

Oakite Products, Inc. 

Roto-Finish Co. 

Tumb-L-Matic, Inc. 

Wyandotte Chemicals Corp. 
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YOU'RE SURE OF QUALITY AND SERVICE 


ALUMINUM 
DIE CASTING ALLOYS 


Aluminum alloys produced under quality controlled methods 
are specially designed to meet your die cast permanent mold 
or sand casting requirements. 


. For prompt dependable deliveries of quality aluminum in 
> any quantity, write to 


ALUMINUM SMELTING 











DIE CASTING IS A 


VERSATILE PROCESS 


The Large pump head 
shown is a zinc alloy cast- 
ing approximately 9” in di- 
ameter and weighing 4'/2 
Ibs. Smaller four tooth pin- 
ion held in hand (also zinc 
die cast alloy) is less than 
4,” across and 2100 of 
them are required to make a 
pound. We will be pleased 
to work with you on your 
needs — just send prints or 
samples and specifications 
for estimate. 





FOLDING DOOR 


(Continued from Page 33) 





| and is engaged by a spring- 


loaded catch on the door jamb. 


| The uniformity in cross-section 


obtained by die casting is 


| an important gain over the 
| brass parts previously used; to 


provide a flush fit, desirable 
from both the functional and ap- 
pearance stand-points, the 
grooved plate contour must con- 
form to that of the molding. 
The release mechanism can 
also be provided with a tumbler 
lock on either or both sides of 
the door. The company, unable 
to find a lock which would fit 
in the 1-1/16 inch space on the 


inside of the channel which 
forms the door post, designed a 


OLDEST DIE CASTERS IN UPPER MIDWEST 


Licensed Producer 
Certified Zinc Die Casting Plan 











TWIN CITY DIE 
CASTINGS COMPANY 


Talmage & 33rd Aves., S. £ 

















Minneapolis 14, Minnesota 


with Quality 
ALUMINUM & ZINC 

Die Castings 
Our fully-equipped plant 
is now serving some of 
the nation's largest 


manufacturers from the 
Great Lakes to the Gulf 


Trimming ®@ Machining 
Die Making ® Die Casting 
Plating @ Assembling 


WRITE FOR CATALOG 


TRI-STATE DIE CASTING CO. 


HENDERSON, KENTUCKY 


Chicago: 176 W. Adams St. 


New York: 12 E. 41st St. 


Detroit: 715 Donovan Bidg. * Los Angeles: 10583 Holman Ave. 
Affiliate of Tri-State Plastic Molding Co., Inc. 
ee oe ee ee ee ee eee 
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| ism. The 


The latch and keeper for the 
FolDoor, shown above, are both die 
cast in zinc alloy. Die castings re- 
placed brass sand castings in the 
FolDoor 


special lock for the door. Die 
east parts in the lock include 
escutcheon plates, knobs, face 
plates and interior levers. The 
other parts in the lock are made 
up of steel stampings and 
springs. Action of the lock is 
rather simple, consisting of a 
key-operated lever that holds 
the latch in the release mechan- 
company buys the 


| lock parts finished and ready for 
| assembly. 


Although door knobs, lock 
parts and brackets are not new 
applications for die castings, the 
experience of the Holcomb & 
Hoke Mfg. Co. does show that 
it pays dividends when company 
engineers look at parts with an 
eye to the possibility of die cast- 
ing them. 


DIE CASTINGS 








REALISTIC DETAIL 


(Continued from Page 22) 





The word “Coins” alongside 
the cored slot is made by the die | 
and thus the cost of an extra | 
stamping or engraving opera- 
tion is saved. While the pro- 
jecting base simulates the kick 
plate on a commercial cigarette | 
vending machine, the ledge on | 
three sides of the cabinet also | 
serves a useful purpose by giv- 
ing stability through extra 
weight at the bottom. 

Any other method of fabrica- 
tion would have entailed com- | 
plexities of design as well as | 
assembly. As a stamping, the 
cabinet would have had to be 
made from three separate pieces 
assembled by spot welding. 
These welding spots would have 
brought a finishing problem in 
view of the flawless surface fin- 
ish that is required. 

From the standpoint of de- | 
sign, production and sales ap- | 
peal, the die cast unit has given | 
the best possible combination of | 
features. 





No restriction on use of | 


ZINC in 
MEXICO 


@ For toys and similar restricted 
items, long established and well 
equipped die casting establish- 
ment solicits your inquiries for 
zine die castings from your pres- 
ent center gate or side gate dies 

not to exceed 18” x 18” die 
sizes down to 6” x 6” for kip- 
casters. 

We would like to quote you 
on substantial quantities no 
short runs. We have the metal. 


= 
Write 
PRODUCTOS VICTOR CO. 


No. 47-B CALZADA SAN SIMON 
MEXICO CITY, D.F. 
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ZINC and ALUMINUM 
DIE CASTINGS 


© The largest and most modern 
equipped die casting plant in the 
New England States. 


Chas. W. Ohse 


President 


NEW ENGLAND:DIE CASTING CO. 


445 FRONT AVENUE © WEST HAVEN, CONN. 





———$TROH DIE MOULDED CASTING CO. IZ 
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DIE CASTINGS 
Like These 
Will Save Time and Dollars 


ire and textile spools, as illustrated above, are just 

necessary in troubled war times as in times of peace. 

ose shown here are cast in single units by Litemetal of 
magnesium and aluminum alloys. 


Whether or not your needs are for winding wire, tire 
cord or textile filaments for civilian or military uses, 
Litemetal’s extensive spool experience is yours for the 
asking. These die cast spools of lightweight alloys save 
time, material and much of the labor formerly required 
for machining and finishing. 


LITEMETAL DICAST, INC. is an organization of special- 
ists —men thoroughly experienced in the casting and 
machining of magnesium and aluminum alloys —the 
new metals of structural design. 


Write today for literature and design information. 


Quick action on inquiries. 


LITEMETAL DICAST Inc. 


JACKSON, MICHIGAN 


ve FFIC 
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Litemetal Diecast, Inc. L. J. DuMahaut, Advertising 


Maas & Waldstein Co Franklin Fader Co 
Madison-Kipp Corp The Buchen Co 


C. H. Milles Foundry Co 
Milwaukee Die Casting Co Paulson-Gerlach & Associates 
Minnesota Mining & Mfg. Co Batten, Barton, Durstine & 
Osborn, tne 
Mitchell-Bradford Chemical Co Claude Schaffner & Associates 
Monarch Aluminum Mfg. Co Lang. Fisher & 
Stashower, tne Cover 
Mt. Vernon Die Casting Corp Lewin, Williams & Saylor, tne 
D. J. Murray Mfg. Co R. C. Breth, Ine “4, 


New England Die Casting Co 
Newton-New Haven Co 


Oakite Products, Inc Rickard & Co 


Panborn Corp Vansant, Dugdale & Co., Inc 
Paragon Die Casting Co 


Parker White Metal Co Davies & MoKinney 

Parker-Kalon Corp Horton-Noyes Co. 

Precise Products Co. C. W. Langlotz, Advertising 

Precision Castings Co Flack Advertising Agency. Inc 

Pressure Castings Co., Inc Humphrey, Prentke & Associates 

Procunier Safety Chuck Co Irving J. Rosenbloom Advertising 
Agency 

Productos Victor, S. A. 


Racine Die Casting Co 
Roto-Finish Co The Jaqua Co 


St. Joseph Lead Co Walter Taegen, Advertising 
Schultz Die Casting Co. 
G. W. Smith & Sons, Inc Odiorne Industrial Advertising 
Stroh Die Moulded Castings 
Stroman Furnace & 

Engineering Co. A. A. Naussner, Advertising 
Superior Die Casting Co W. B. Doner & Co 


Tri-State Die Casting Co Lewin, Williams & Saylor, tne. 
Twin City Die Casting Co Arnold Niemeyer & Associates 
Tumb-L-Matic, tne. 0. S. Tyson & Co 


Union Die Casting Co., Ltd 


U. S. Reduction Co. H. M. Gross Co., Advertising 
Universal Die Casting Co 


Wyandotte Chemicals Corp N. W. Ayer & Son, Inc. 


DIE CASTINGS 





PESIGR F YOU ARE LOOKING for o thoroughly depend- 


able source of supply for every phase of your die 
DIE CASTING casting requirements we believe that our extensive 
facilities for doing a complete job merit careful 

consideration. 
PLATING Here at Hilfinger we have the skilled organization 
(450 employees) and the modern equipment to 
ASSEMBLY do everything from design to packaging under one 


roof. 
AND Since this company was established in 1916 we 


PACKAGING have served a wide variety of manufacturers and 


today are in an excellent position to again supply 


ALL UNDER ONE ROOF your government or defense needs. All inquiries 


will receive the most prompt attention and our en- 
gineers are ready to serve you. 


@<= _sHILFINGER CORPORATION 
. 1830 Westwood Avenue « Toledo 7, Ohio 
“4 % JOrdan 3706 


SALES OFFICES: New York City, Chicago, Detroit 
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how to get small DEFENSE parts 


agin 32 


GRC goes right to work from your prints 


GRC avoids delays—no waiting for 
prefabricated materials 
COMPARE! COMPARE! GRC helps you meet delivery schedules 
GRC Im- 


Parts made by Py 
—— provementen GRC cuts costs—avoids scrap loss 





When it comes to turning out really small 
parts speedily and economically — Gries 
has a wealth of experience in 
Sur SEAR, ’ both civilian and military requirements. 
| Biv Srammins. | ‘ Gries’ exclusive production facilities make 
a simple or intricate parts in 1 automatic 
operation—completely trimmed, ready for | Max. Wt.-'4 Oz 
SUNCTURING use. From 100,000 pieces to many millions. [ Max. Lgth.-134” 


minum screw 


— , TODAY—Find out how GRC can help YOU! SMALLNESS 
Write, wire, phone for bulletin, samples. Or send 
your prints for quotations and delivery dates. UNLIMITED 


fe) di Se 1d) fe) lila d:- Mae) -) me 800 East 133rd St., New York 54 @ MOtt Haven 9-2476 


improvement 






































